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REPORTING TERMINAL PERFORMANCE OBJECTIVES (TERMOBS) 
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T ABLE r-l - JNS^l'KUCTiONAL DIVISION AND UN IT, OUT i lii i: 
METALWORKING PROGRAM 



DOCS THIS OUTLINE CONTAIN ALL OF THE INSTRUCTIONAL CONTENT OK YOUR 
l>KOGKJ\M: YES NO 



Oi 



03 



04 



05 



U 7 



DIVISION 



Dl^FTING 



SHOP MATH 



METALLURGY 



POV/ER SOURCES 



WELDir/G 



FOFJ^IING AND BENDING 



POWER MACHINES 



CODE 



ERLC 



01 
02 
03 
04 
05 
06 
07 

01 
02 
03 
04 
05 
06 
07 

01 
02 
03 
04 

01 
02 
03 

01 
02 
03 
04 
05 

01 
02 
03 

01 
02 
03 
04 
05 
06 
07 
08 
09 
10 
11 
12 
13 
14 
15 
16 



UNIT 



FREE-HAND DRAVVlMG 
RADIAL LINE DEVELUPMEWT 
PARALLEL LINE DEVELOPMENT 
TRIANGULATION 
MENSURATION 
BLUEPRINT READING 
WELDING SYMBOLS 

FRACTIONS 

DECIMALS 

CIRCUMFERENCES 

ANGULAR MEASUREMhiWTS 

AREA MEASUREMENTS 

VOLUMES AND CAPACITIES • 

COSTS 

PROPERTIES 
STRUCTURE 
CHEMICAL ANALYSIS 
TESTING 

A. C. WELDING 
D. C. WELDING 
OXY-ACETYLENE FL/iME 

MANUAL 

SEMI-AUTOMATIC 
AUTOMATIC 
MECHANICAL 
SAFETY 

HAND FORGING 
POWER BENDING 
HOSSFELD BENDlilG 

GRINDERS 

DRILL PRESS 

IRON WORKER 

HORIZONTAL HANDSAW 

VERTICAL BAND SAW 

POWER SHEAR 

POWER BRAKE 

NIBBLER 

POWER ROLLS 

PITTSBURG 

GROOVE 

SHOP MASTER 

SLITTER 

LOCK FORMER 

HAND TOOLS 

SAFETY 



07 



WELDING SYMBOIiS 



02 



SHOP MATH 



01 FRACTIONS 

02 DECIMALS 

03 CIRCUMFERENCES 

04 ANGULAR MEAbUMLMetMS 

05 AREA MEASUREMENTS 

0 6 VOLUMES A„ND CAPACITIES 

07 COSTS 



0 5 



METALLURGY 



01 
02 
03 
04 



PROPERTIES 
STRUCTURE 
CHEMICAL ANALYSIS 
TESTING 



04 



POWER SOURCES 



01 
02 
03 



A. C. WELDING 
D. C. WELDING 
OXY-ACETYLENE FLAME 



WELDING 



01 MANUAL 

02 SEMI-AUTOMATIC 

03 AUTOMATIC 

04 MECHANICAL 

05 SAFETY 



06 



FORMING AND BENDING 



01 
02 
03 



HAND FORGING 
POWER BENDING ' 
HOSSFELD BENDING 



0 7 



POWER MACHINES 



01 GRINDERS 

02 DRILL PRESS 

03 IRON WORKER 

04 HORIZONTAL HANDSAW 

05 VERTICAL HANDSAW 

06 POWER SHEAR 

07 POWER BRAKE 

08 NIBBLER 

09 POWER ROLLS 

10 PITTSBURG 

11 GROOVE 

12 SHOP MASTER 

13 SLITTER 

14 LOCK FORMER 

15 HAND TOOLS 

16 SAFETY 



08 



MANUAL MACHINES 



01 
02 
03 
04 
05 
06 
07 
08 
09 



BEVEL SHEAR 
FOOT SHEAR 

RING AND CIRCLE SHEAR 

BAR FOLDER 

HAND PUNCH 

NOTCKER 

BENDER 

ROLLER 

ROD CUTTER 



T-2 
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TABLE T-1 (CONT'D) - INSTRUCTIONAL DIVISION AND UNIT OUTLINE 

METALWORKING PROGRAM 



CODE 



DIVISION 



CODE 


UNIT 


10 


PRESS BRAKE 


11 


CORNICE BRAKE 


12 


BOX AND PAN BRAKE 


13 


GROOVER 


14 


ROTARY MACHINES 


15 


SAFETY 


01 


PLANNING 


02 


LAYOUT 


03 


CUTTING 


04 


FORMING 


05 


RAISING 


06 


DRILLING 


07 


SEAMING 


08 


FITTING 


09 


RIVETING 


10 


SOLDERING 


11 


WIRE EDGING 


12 


FINISHING 


13 


JIGGING 


14 


SAFETY 


01 


STRUCTURAL 


02 


PLATE 


03 


SHEET 


04 


BAR 


05 


EXTRUSIONS 


01 


HAND 


02 


AUTOMATIC 


03 


STRAIGHT 


04 


SHAPE 


05 


SAFETY 


01 


BOXES 


02 


PANS 


03 


CABINETS 


04 


DRAWERS 


05 


TABLE TOPS 


06 


CYLINDERS 


07 


LOCKERS 


08 


HOODS 


09 


BUTTERS 


10 


FUNNELS 


11 


DOORS 


12 


SHELVES 


13 


LANTERNS 


01 


CHIPPING 


02 


GRINDING 


03 


BRUSHING 


04 


SANDING 



08 



MANUAL MACHINES 
(CONT'D) 



09 



BENCHWORK 



10 



STEEL SHAPES 



11 



FLAME CUTTING 



12 



FABRICATION 



13 



FINISHING 



ERIC 



BENCHWORK 01 PLANNING 

02 LAYOUT 

03 CUTTING 

04 FORMING 

05 RAISING 

06 DRILLING 

07 SEAMING 

08 FITTING 

09 RIVETING 

10 SOLDERING 

11 WIRE EDGING 

12 FINISHING 

13 JIGGING 

14 SAFETY 

10 STEEL SHAPES 01 STRUCTURAL 

02 PLATE 

03 SHEET 

04 BAR 

05 EXTRUSIONS 

11 FLAME CUTTING 01 HAND 

02 AUTOMATIC 

03 STRAIGHT 

04 SHAPE 

05 SAFETY 

12 FABRICATION ' 01 BOXES 

02 PANS 

03 CABINETS 

04 DRAWERS 

05 TABLE TOPS 

06 CYLINDERS 

07 LOCKERS 

08 HOODS 

09 BUTTERS 

10 FUNNELS 

11 DOORS 

12 SHELVES 

13 LANTERNS 

13 FINISHING 01 CHIPPING 

02 GRINDING 

" 03 BRUSHING 

04 SANDING 

05 GRAINING 

06 POLISHING 

07 PAINTING 

08 ANTIQUING 

09 SAFETY 

14 HEAT TREATING 01 OVEN 

02 TORCH 

03 ELECTRICAL 



ERIC 
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TABLE T-l (CONT'D) - INSTRUCTIONAL DIVISION AND UNIT OUTLINE 

METALWORKING PROGRAM 



CODE 



DIVISION 



15 



INSTALLATION 



CODE 



UNIT 



01 BRACKETS 

02 HOODS 

03 KITCHEN EXHAUSTS 

04 BATHROOM EXHAUSTS 

05 HEATING SYSTEMS 

06 AIR CONDITIONING SYSTEMS 

07 FLUE PIPES 

08 LOUVRES 

09 DRIER VENTS 

10 PARTITIONS 

11 FIRE DOORS 

12 CABINETS 

13 LOCKERS 

14 RAILINGS 



METAL SCULPTURES 



01 
02 

03 



INSPIRING 

CREATING 

BUILDING 



17 



PLASTICS 



01 
02 
03 
C4 
05 
06 
07 
08 



CUTTING 

HEATING 

FORMING 

FABRICATING 

VJELDING 

BOLTING 

RIVETING 

CEMENTING 
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ERIC 



TABLE T-2 - TERMOB DIVISION AND UNIT OUTLINE 
METALWORKING PROGRAM 



UOHS THxS OUTLINE CONTAIN ALL TOPICS" IN WHICH GRADUATES ACQUIRE JOB- 
LNTKY SKILLS: YES NO 



CuDE 



DIVISION 



01 



PATTERN DRAFTING 



CODE 



UNIT 



01 
02 
03 



PARALLEL LINE DEVELOPMENT 
RADIAL LINE DEVELOPMENT " " 
TRI ANGULATION 



02 



WELDING AND CUTTING 



01 ELECTRIC ARC 

02 TIG 

03 . MIG 

04 OXYGEN ACETYLENE 

05 BRAZING 

06 RESISTANCE WELDING 



03 



HEAT TREATING 



01 ANNEAL 

02 DEEP HARDENING 

03 CASE HARDENING 

04 TEMPERING 

05 HARDNESS TESTING 

06 STRESS RELIEVING 

07 NORMALIZING 



04 



SHEETMETAL FABRICATION 



01 
02 
03 
04 



INDUSTRIAL EQUIPMENT 
HOUSEHOLD EQUIPMENT 
PRECISION SHEETMETAL 
HEATING AND VENTILATION 



05 



'-'ART" METALWORK 



id 

ERIC 



TERMINAL PERFORMANCE OBJECTIVES (TERMOBS) 

and 

REPORTING FORMS 



MISOE NO. 



PROGRAM METALWORKING 



DIVISION 01 PATT ERN-MAKING 
UNIT 



01 PARALLEL LINE 
DEVELOPMENT 
TERMOB NO. 17-001 



1,00 CONDITION 



( ) 
{ ) 



1.01 
1.02 



DIMENSIONED ISOMETRIC DRAWING OF ROUND TEE 
DRAFTING TOOLS (TABLE T-3A) 



2,00 PERFORMANCE 



GENERAL STATEMENT, OF PERFORMANCE AND RESULTING OUTCOME 
( ) 2.01 LAY OUT PATTERNS FOR ROUND TEE BY PARALLEL LINE DEVELOP- 
MENf METHOD EMPLOYING THE FOLLOWING OPERATIONS: 



( ) 2.02 DRAW ALL NECESSARY VIEWS 

( ) 2.03 LOCATE MEASURING LINES ON NECESSARY VIEWS 

( ) 2.04 TRANSFER MEASURING LINES FROM NECESSARY VIEWS TO 

LOCATE INTERSECTION AND PATTERN OUTLINE 
( ) 2.05 CONNECT POINTS LOCATED ON MEASURING LINES 



3.00 "EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
J~) 370l PATTERNS FOR ROUND TEE ARE LAID OUT AS SPECIFIED IN 
DRAWING TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE 
COMPLETED WITHIN TWO HOURS WITH EACH OPERATION JUDGED 
AS SATISFACTORY OR UNSATISFACTORY 

( ) 3.02 TO +1/32 

( ) 3.03 TO +1/32, MEASURING LINES ARE SPACED IN A MANNER TO 

FACILITATE LOCATION ON THE PATTERN 
( ) 3.04 TO +1/32 

( ) 3.05 TO +1/32, CURVE iS FAIRED IN SMOOTHLY 
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id 

ERIC 



MISOE «0. 



PROGRAM METALWORKING 
USOE CODE NO(S) 



DIVISION 01 
UNIT 01 
TERMOB NO. 



PATTERN-MAKING 



PARALLEL LINE 



DEVELOPMENI 
17-001 ^ 



1.00 CONDITION 



2.00 PERFORMANCE 

.J 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



f54 



'ii 



ERIC 



MISOE NO. 



PROGRAM METALWORKING 



DIVISION 01 
UNIT 01 
TERMOB NO. 



PATTERN-MAKING 

PARALLEL LINE 
DEVELOPMENT 
17-002 



1.00 CONDITION 



( ) 1.01 DIMENSIONED ISOMETRIC DRAWING OF ROUND PIPE WITH MITER 

AT ONE END 
( ) 1.02 DRAFTING TOOLS (TABLE T-3A) 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
( ) 2.01 LAY OUT A PATTERN FOR A ROUND PIPE WITH MITER AT ONE END 

BY PARALLEL LINE DEVELOPMENT METHOD EMPLOYING THE 

FOLLOWING OPERATIONS: 



( 


) 


2. 


02 


DRAW ALL NECESSARY VIEWS 


( 


) 


2. 


03 


LOCATE MEASURING LINES ON NECESSARY VIEWS 


( 


) 


2. 


04 


TRANSFER MEASURING LINES FROM NECESSARY VIEWS TO 










INTERSECTIONS AND PATTERN OUTLINE 


( 


) 


2. 


05 


CONNECT POINTS LOCATED ON MEASURING LINES 



3.00 EXTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
Tl JTOI PATTERN FOR ROUND PIPE IS LAID OUT AS SPECIFIED IN 

DRAWING TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE 
COMPLETED WITHIN ONE HOUR WITH EACH OPERATION JUDGED 
AS SATISFACTORY OR UNSATISFACTORY 



( ) 3.02 TO +1/32 

( ) 3.03 TO +1/32, MEASURING LINES APJE SPACED IN A MANNER TO 

FACILITATE LOCATION ON THE PATTERN 
( ) 3.04 TO +1/32 
( ) 3.05 TO +1/32 
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MISOE NO. 



PROGRXM METALWORKING DIVISION 01 PATTERN-MAKING 

USOE CODE NO(S) UNIT 01 PARALLEL LINE 

'~~~~^^ZZZIIZ. DEVELOPMENT 

TERMOB NO. 17-002 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



MISOE NO. 



PROGRAM METALWORKING 



DIVISION 01 
UNIT 01 
TERMOB NO. 



PfiTT'PPM-MayTMr, 

PARALLEL LINE 
DEVELOPMENT 
17-003 



1.00 CONDITION 



{ ) 1.01 DIMENSIONED ISOMETRIC DRAWING OF STRAIGHT RECTANGULAR 
DUCT 

( ) 1.02 DRAFTING TOOLS (TABLE T-3A) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTC OME 

Yl 2701 LAY OUT A PATTERN FOR A STRAIGHT RECTANGULAR DUCT BY 

PARALLEL LINE DEVELOPMENT METHOD EMPLOYING THE 

FOLLOWING OPERATIONS: 



DRAW ALL NECESSARY VIEWS 

LOCATE MEASURING LINES ON NECESSARY VIEWS 
TRANSFER MEASURING LINES FROM NECESSARY VIEWS TO 
LOCATE INTERSECTIONS AND PATTERN OUTLINE 
CONNECT POINTS LOCATED ON MEASURING LINES 
MARK FOR FORMINH ALL BEND LINES 



( 


) 


2.02 


( 


) 


2.03 


( 


) 


2.04 


( 


) 


2.05 


( 


) 


2.06 



EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
T~) JTOl PATTERN FOR STRAIGHT RECTANGULAR DUCT IS LAID OUT AS 
SPECIFIED IN DRAWING TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 4 5 MINUTES WITH EACH 
•OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



( ) 

( ) 

( ) 

( ) 

( ) 



3.02 TO +1/32 

3.03 TO ±1/32, MEASURING LINES ALL SPACED IN A MANNER TO 
FACILITATE LOCATION ON THE PATTERN 

3.04 TO +1/32 

3.05 TO +1/32 

3.06 TO +1/32 r-^ 



ERIC 



MISOE NO. 



PROGRAM MP^&TMr^PTfTMr; " DIVISION 01 PATTERN-MAKING 



USOE CODE NO(S) ~~ UNIT 01 PARALLEL LINE 

DEVELOPMENT 



TERMOB NO. 17-003 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



f)8 



ERIC 



MISOE NO. 



PROGRAM METALWORKING 



DIVISION 01 
UNIT 01 
TERMOB NO. 



PftYYERN-MAKTNG 

PARALLEL LINE 
DEVELOPMENT 
17-004 . 



1.00 CONDITION 



( ) 1.01 DIMENSIONED ISOMETRIC DRAWING OF A RECTANGULAR DUCT 

WITH A DOUBLE ANGLE CUT 
( ) 1.02 DRAFTING TOOLS (TABLE T-3A) 



2.00 PERFORMANCE 



GE NERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

Tl 2.01 LAY OUT A PATTERN FOR A RECTANGULAR DUCT WITH A DO UBLE 

ANGLE BY PARALLEL LINE DEVELOPMENT METHOD EMPLOYING 

THE FOLLOWING OPERATIONS : 



( ) 
( ) 
( ) 



2.02 
2.03 
2.04 

2 .05 
2.06 



DRAW ALL NECESSARY VIEWS 

LOCATE MEASURING LINES ON NECESSARY VIEWS 

TRANSFER MEASURING LINES FROM NECESSARY VIEWS TO LOCATE 

INTERSECTIONS AND PATTERN OUTLINE 

CCMNECT POINTS LOCATED ON MEASURING LINES 

MARK FOR FORMING ALL BEND LINES 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

2701 PATTERN FOR RECTANGULAR DUCT IS LAID OUT AS SPECIFIED 
IN DRAWING TO APPROVAL OF BOARD OF EXPERT RATERS. TO 
BE COMPLETED WITHIN ONE HOUR WITH EACH OPERATION FUDGED 
AS SATISFACTORY OR UNSATISFACTORY 



( ) 3.02 TO +1/32 

( ) 3.03 TO Tl/32, MEASURING LINES ARE SPACED IN A MANNER TO 

FACILITATE LOCATION ON THE PATTERN 
( ) 3.04 TO +1/32 
( ) 3.05 TO +1/32 
( ) 3.06 TO +1/32 

159 



ERIC 



MISOE NO. 



DIVISION 01 PATTERN-MAKING 



UNIT 01 PARALLEL LINE 

DEVELOPMENT 
TERMOB NO. 17-004 



1.00 CONDITION 



2.00 PfJRFCRMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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PROGRAM METALWORKING 
USOE CODE NO(S) 



id 

ERIC 



MISOE NO. 

PROGRAM METALWORKING 



1.00 CONDITION 

{ ) l.Ui DIMENSIONED ISOMETRIC DRAWING OF 3-PIECE ROUND ELBOW 
{ ) 1.02 DRAFTING TOOLS (TABLE T-3A) 

! 

2.00 PERFORMANCE 



DIVISION 01 PATTERN-MAKING 



UNIT 01 PARALLEL LINE 

nKVF.T.OPMKNT 

TERMOB NO. ^7-00^ 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

Tl 2.01 LAY~OUT PATTERNS FOR 3-PIECE ELBOW BY PARALLEL LINE 

DEVFT.nPMENT METHOD EMPLOYING THE FOLLOWING OPERATIONS 



( ) 2.02 DRAW ALL NECESSARY VIEWS 

( ) 2.0 3 LOCATE MEASURING LINES ON NECESSARY VIEWS 

( ) 2.04 TRANSFER MEASURING LINES FROM NECESSARY VIEWS TO 

LOCATE INTERSECTIONS AND PATTERN OUTLINE 
( ) 2.0 5 CONNECT POINTS LOCATED ON MEASURING LINES 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
~C1 TTOl PATTERNS FOR 3-PIECE ELBOW IS LAID OUT AS SPECIFIED 
IN DRAWING TO APPROVAL OF BOARD OF EXPERT RATERS. TO 
BE COMPLETED WITHIN TWO HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



( ) 3.02 TO +1/32 

( ) 3.03 TO +1/32, MEASURING LINES ARE SPACED IN A KAI^NER TO 

FACILITATE LOCATION ON THE PATTERN 
( ) 3.04 TO +1/32 
{ ) 3.05 TO +1/32 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 01 PATTRRN-MAKTNa 



USOE CODE NO(S) UNIT 01 PaPi^T.T.F.T. t.TNF. 

nFVET.nPMKKrT 

TERMOB NO, 17-005 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



C2 



ERIC 



MISOE NO. 



PROGRAM METALWORKING . DIVISION 01 pfiTTRPM-MavTMn 



UNIT 02 RADIAL LINE 

DEVELOPMENT 



TERMOB NO. 17-006 



1.00 CONDITION 



( ) 1.01 DIMENSIONED ISOMETRIC DRAWING OF CENTERED ROUND '"TApER 
( ) 1.02 DRAFTING TOOLS (TABLE T-3A) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

Tl 2.01 LAY OUT A PATTERN FOR CENTERED ROUND TAPER BY THE RADIAL 

LINE DEVELOPMENT METHOD EMPLOYING THE FOLLOWING 

OPERATIONS: 



( 


) 


2. 


02 


DRAW THE SIDE VIEW OF THE TAPER 




( 


) 


2. 


03 


EXTEND SIDE LINES UNTIL THEY MEET TO 


FORM AN APEX 


( 


) 


2. 


04 


USING THE APEX AS THE CENTER PROJECT 


ARCS FROM THE TOP 










AND BOTTOM CORNERS OF THE TAPER 




( 


) 


2. 


05 


USING DIVIDERS STEPOFF STRETCHOUT ON 


THE BOTTOM CURVE 


{ 


) 


2. 


06 


DRAW LINES FROM THE APEX TO THE ENDS 


OF THE STRETCHOUT 










ON THE BOTTOM ARC 





3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
T~) 3. 01 PATTERN FOR CENTERED ROUND TAPER IS LAID OUT AS 

SPECIFIED IN DRAWING TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN ONE HOUR WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 TO +1/32 

3.05 TO +1/32 

3.06 TO +1/32 
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ERIC 



MISOE NO. 



PROGRAM METALWORKING DIVISION 01 PATTERN-MAKING 

USOE CODE NO(S) UNIT 02 RADIAL LINE 

~~~~~~~ DEVELOPMENT 

TERMOB NO. 17-006 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMJBNT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



CM 



MISOE NO. 



PROGRAM f^CTAT.WOBKING 



DIVISION 01 
UNIT 02 
TERMOB NO. 



PATTERN-MAKING 



RADIAL LINE 
DEVELOPMENT 
17-007 



1,00 CONDITION 



( ) 
( ) 



1.01 
1.02 



DIMENSIONED ISOMETRIC DRAWING OF ROUND RIGHT CONE 
DRAFTING TOOLS (TABLE T-3A) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

Tl ? m T.av n iTT A PATTERN FO R ROUND RIGHT CONE B Y RADIAL LINE 

^ ' ' DEVELOPMENT METHOD EMPLOYING THE FOLLOWING OPERATIONS: 



( ) 

( ) 

( ) 

( ) 



2.02 DRAW THE ELEVATION VIEW 

2.03 DRAW THE PLAN VIEW 

2.04 DRAW STRETCHOUT ARC 

2.05 IDENTIFY TRUE LENGTHS OF THE ELEMENTS ON STRETCHOUT 



3.00 EXTENT 



id 

ERIC 



GENERAL STAT EMENT OF EXTENT AND EXTENT O F RESULTING OUTCOME 

-7-1 3 01 PATTERN FOR ROU ND CONE IS LAID OUT AS SPECIFIED IN 

' DRAWING TO APPROVAL OF BOARD OF EXPERT RATERS. TO 
BE COMPLETED WITHIN ONE HOUR WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



( ) 
{ ) 
( ) 
( ) 



3.02 TO +1/32 

3.03 TO +1/32 

3 '.05 ALL~TRUE LENGTHS IDENTIFIED AND PROPERLY RECORDED 



MISOE NO. 



PROGRAM METALWORKING DIVISION 01 PATTERN-MAKING 

USOE CODE NO(S) UNIT 02 RADIAL LINE 

DEVELOPMENT 

TERMOB NO. 17-007 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND PJlSULTlNG OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING -OUTCOME 
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MISOE NO. 



PROGRAM METALWORKING 



DIVISION 01 paTTF.RKT -MayTMr: 
UNIT 03 TRIANGULATION 

TERMOB NO. 17-008 



1.00 CONDITION 



( ) 1.01 DIMENSIONED ISOMETRIC DRAWING OF SQUARE TO ROUND 
FITTING 

( ) 1.02 DRAFTING TOOLS (TABLE T-3A) - 



2.00 PERFORMAUCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOHj:, 

Yl 2.01 LAY OUT A PATTERN FOR A SQUARE TO ROUND FITTING BY THE 

TRIANGULATION METHOD EMPLOYING THE FOLLOWING OPERATIONS; 



2.02 CONSTRUCT PLAN AND ELEVATION VIEW 

2.03 IDENTIFY TRUE LENGTHS 

2.04 DRAW TRUE LENGTH TRIANGLE 

2.05 ESTABLISH TRUE GIRTH SPACE 

2.06 LOCATE NEW POINTS BY MEASURING FROM TWO KNOWN POINTS 

2.07 CONNECT HEW POINTS 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
f~5 3701 PATTERN FOR A SQUARE TO ROUND FITTING IS LAID OUT At> 
SPECIFIED IN DRAWING TO APPROVAL OF BOARD OF EXPERT 
RATERS . TO BE COMPLETED WITHIN TWO HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.0 2 TO +1/32 

3.03 ALL TRUE LENGTHS ALL IDENTIFIED 

3.04 TO +1/32 
3.. 05 TO +1/32 

3.06 TO +1/32 

3.07 TO +1/32, CURVE IS FAIR 
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MISOE NO. 



PROGRAM METALWQRKING 
USOE CODE NO(S) 



1.00 CONDITION 



DIVISION 01 PATTERN-MAKING 
UNIT 03 TRIANGULATION 



TERMOB NO. 17-008 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RELULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM METALWORKING 



DIVISION 01 
UNIT 03 
TERMOB NO. 



TRIANGULATION 



17-009 



1.00 ■ CONDITION 



( ) 1.01 DIMENSIONED ISOMETRIC DRAWING OF ROUND TAPER THAT IS 

OFF CENTER 
( ) 1.02 DRAFTING TOOLS (TABLE T-3A) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
Tl 2.01 LAY OUT A ROUND TAPER THAT IS OFF CENTER BY THE TRI- 
ANGULATION METHOD EMPLOYING THE FOLLOWING OPERATIONS! 



2.02 CONSTRUCT PLAN AND ELEVATION VIEW 

2.03 IDENTIFY TRUE LENGTHS 

2.04 DRAW TRUE LENGTH TRIANGLE 

2.05 ESTABLISH GIRTH SPACES 

2.06 LOCATE NEW POINTS BY MEASURING FROM TWO KNOWN POINTS 
) 2.07 CONNECT NEW POINTS 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
Tl 3T01 PATTERN FOR ROUND TAPER IS LAID OUT AS SPECIFIED IN 
DRAWING TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE 
COMPLETED WITHIN TWO HOURS WITH EACH OPERATION JUDGED 
AS SATISFACTORY OR UNSATISFACTORY 



) 3.02 TO +1/32 

) 3.03 ALL TRUE LENGTHS ARE IDENTIFIED 

) 3.04 TO +1/32 i. 

). 3.05 TO +1/32 

) 3.06 TO +1/32 

4 3.07 TO +1/32 



69 



ERIC 



MISOE NO. 



PROGRAM METALWORKING 
USOE CODE NO(S) 



l.pO CONDITION 

't 

2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND PvESULTING OUTCOME 



DIVISION 01 PATTERN-MAKING 



UNIT 03 TRI ANGULATION 

TERMOB NO. 17-009 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



■1 
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MISOE NO. 



PROGRAM METALWORKING 



DIVISION r\oi> Yfp,x,njV^- t, rnTrpTwr: 
UNIT 01 ELECTRIC ARC 

TERMOB NO. 17-010 



1.00 CONDITION 



1.01 
1.02 
1.03 
1.04 
1.05 
1.06 
1.07 
1.08 
1.09 
1.10 
1.11 
1.12 
1.13 



BLUEPRINT OF BUTT JOINT 
BLUEPRINT OF LAP JOINT 
BLUEPRINT OF TEE JOINT 
BLUEPRINT OF CORNER JOINT 
BLUEPRINT OF EDGE JOINT 
ELECTRIC ARC WELDING EQUIPMENT 
WELDING HAND TOOLS (TABLE T-3B) 
TABLE OF CURRENT SETTINGS 
TABLE FOR SELECTING THE ELECTRODE 
MILD 'STEEL STOCK 
HIGH CARBON STEEL 
STAINLESS STEEL STOCK 
LOW ALLOY STEEL 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
Tl 2701 WELD A JOINT OR SEAM AS SPECIFIED IN BLUEPRINT EM- 
PLOYING THE FOLLOWING OPERATIONS: 



( ) 
. ) 
I ) 
( ) 



2.02 CHECK ALL ELECTRICAL CONNECTIONS 

2.03 SET CURRENT 

2.04 SELECT THE ELECTRODE AND CLAMP IT IN THE HOLDER 
2.0 5 INITIATE WELD C 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
T~5 37^1 JOINT OR SEAM IS WELDED WITH SMOOTHNESS AND PROPER 

PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS. TO 
BE COMPLETED WITHIN 1/2 HOUR WITH EACH OPERATION JUDGED 
AS SATISFACTORY OR UNSATISFACTORY 



( ) 3.02 ALL ELECTRICAL CONNECTIONS ARE TIGHT AND CLEAN 

( ) 3.03 CURRENT IS SET AS SPECIFIED IN TABLE 

( ) 3.04 PROPER ELECTRODE AS SPECIFIED IN TABLE IS SELECTED 

( ) 3.05 NO MARRING WITH SCRATCH, NO CATCHING WITH TAP 



ERIC 
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MISOE NO. 



PROGRAM METAJ.WORKING DIVISION 02 

USOE CODE NO(S) UNIT 01 

TERMOB NO. 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



{ ii 



WELDING & CUTTING 
ELECTRIC ARC 



MISOE NO. 



PROGRAM METALWORKING DIVISION 02 ..WKT.niNG & CUTTING 



UNIT 01 ELECTRIC ARC 

TERMOB NO. 17-Oil 



1.00 CONDITION 

( ) 1.01 WORN CAST IRON PIECE 

( ) 1.02 ELECTRIC ARC WELDING EQUIPMENT 

( ) 1.03 WELDING HAND TOOLS (TABLE T-3B) 

( ) 1.04 TABLE OF CURRENT SETTINGS 

( ) 1.05 WELDING RODS 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
J~) 270l REBUILD WORN AREA OF CAST IRON PIECE FOR RE-MACHINING 
EMPLOYING THE FOLLOWING OPERATIONS: 



( ) 2.02 CHECK ALL ELECTRICAL CONNECTIONS 

( ) 2.03 SELECT ELECTRODE 

( ) 2.04 SET CURRENT 

( ) 2.05 BUILD UP WORN AREA 



3.00 EXTENT 



GENERAL. STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
{ )■ 5 3.01 WORN CAST IRON PIECE IS REBUILT TO APPROVAL OF BOARD 

OF EXPERT .RATERS . TO BE COMPLETED WITHIN ONE AND ONE- 
HALF HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY 
OR UNSATISFACTORY 



( ) 

{ ) 

( ) 

( ) 



3.02 ALL CONNECTIONS ARE TIGHT AND CLEAN 

3.03 CORRECT ELECTRODE SELECTED 

3.04 AS SPECIFIED IN TABLE 

3.05 METAL IS EVENLY DISTRIBUTED 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 02 WELDING & CUTTING 

USOE CODE NO(S) UNIT 01 ELECTRIC ARC 

TERMOB NO. 17-011 ~ 



1.00 CONDITION 



2.00 PERFORMANCE 



iff GENERAL STATEMENT' OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM MKTAr.WORKINC 



DIVISION 02 WRLDTNr: rnTTTwr: 
UNIT 01 ET.ErTRTr RRt^ 

TERMOB NO. 17-012 ~ 



1.00 CONDITION 



1.01 
1.02 
1.03 
1.04 
1.05 
1.06 



WORN CAST IRON PIECE 

ELECTRIC ARC WELDING EQUIPMENT 

WELDING HAND TOOLS (TABLE T-3B) 

TABLE OF CURRENT SETTINGS 

NICKEL WELDING RODS 

BENCH GRINDER 



2,00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
Yl 2TOI HARD RESURFACE CAST IRON PIECE TO CREATE RESISTANCE TO 
ABRASION EMPLOYING THE FOLLOWING OPERATIONS: 



( ) 2,02 CHECK ALL ELECTRICAL CONNECTIONS 

( ) 2.0 3 SELECT ELECTRODE 

( ) 2.04 SET CURRENT 

( ) 2.05 BUILD UP WORN AREA 



3.00 EXTENT 



id 

ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
1~) JTOI CAST IRON PIECE IS HARD RESURFACED TO APPROVAL OF 

BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN TWO 
HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY 



( ) 3.02 ALL CONNECTIONS ARE TIGHT AND CLEAN 

( ) 3.03 CORRECT ELECTRODE SELECTED 

( ) 3.04 AS SPECIFIED IN TABLE 

{ ) 3.05 METAL IS EVENLY DISTRIBUTED 
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MISOE NO. 



PROGRAM MSTALWORKING DIVISION 02 WELDING & CUTTCNg 

USOE CODE NO(S) UNIT 01 ELECTRIC ARC 

TERMOB NO. 17-012 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM MFTALWORKING DIVISION o2 . .Wf.T.PTNG d niTTTNG 

~ UNIT 01 FXECTRir ABp ~ 



TERMOB NO. 17-013 



1.00 CONDITION 

( ) 1.01 WORN CAST IRON PIECE 

( ) 1.02 ELECTRIC ARC WELDING EQUIPMENT 

( ) 1.03 WELDING HAND TOOLS (TABLE T-3B) 

( ) 1.04 TABLE OF CURRENT SETTINGS 

( ) 1.05 STAINLESS STEEL WELDING RODS 

( ) 1.06 BENCH GRINDER 



2.00 PERFORMANCE 



GENE RAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

y- J 2701 HARD RESURFACE CAST IRON PIECE TO CREATE RESISTANCE TO 

CORROSION EMPLOYING THE FOLLOWING OPERATIONS: 



( ) 2.02 check all electrical connections 

( ) 2.03 Select electrode 

( ) 2.04 set current 

( ) 2.05 build up worn area 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RE SULTING OUTCOME 
( ) 3.01 CAST IRON PIECE IS HARD RESURFACED TO APPROVAL OF 

BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN TWO 
HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY 

( ) 3.02 ALL CONNECTIONS ARE TIGHT AND CLEAN 

( ) 3.0 3 CORRECT ELECTRODE SELECTED 

( ) 3.04 AS SPECIFIED IN TABLE 

( ) 3.05 METAL IS EVENLY DISTRIBUTED 
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MISOE NO. 



DIVISION 02 WELDINq & CUTTING 
UNIT 01 ELECTRIC ARC 

TERMOB NO. 17-013 



1.00 CONDITION 



PROGRAM METALWORKING 
USOE CODE NO(S) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



78 
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MISOE NO. 



PROGRAM MF.TAT.WORKTNG 



DIVISION 02 WELDING & CUTTING 

UNIT 02 TIG 

TERMOB NO. 17-014 



1.00 CONDITION 



1.01 

1.02 

1.03 

1.04 

1.05 

1.06 

1.07 

1.08 

1.09 

1.10 

1.11 

1.12 

1.13 

1.14 

1.15 

1.16 

1.17 



BLUEPRINT OF BUTT JOINT 

BLUEPRINT OF LAP JOINT 

BLUEPRINT OF TEE JOINT 

BLUEPRINT OF CORNER JOINT 

BLUEPRINT OF EDGE JOINT 

TIG WELDING EQUIPMENT 

WELDING HAND TOOLS (TABLE T-3B) 

TABLE OF CURRENT SETTINGS-^ 

TABLE FOR SELECTING THE ELECTRODES 

1/8" MAGNESIUM 

3/16" MAGNESIUM 

1/4" ALUMINUM 

STAINLESS STEEL (UP TO .050") 
STAINLESS STEEL (.050" AND UP) 
BRASS ALLOYS 

LOW CARBON STEEL (.015" TO .030") 
CAST IRON 



2,00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTIN G OUTCOME 

J-) 2.01 WELD A SEAM OR JOINT AS SP ECIFIED IN BLUEPRINT EM- 

PLOYING THE FOLLOWING OPERATIONS: 



2.02 CHECK ALL ELECTRICAL CIRCUIT CONNECTIONS 

2.03 CUT ELECTRODE 

2.04 ADJUST THE ELECTRODE 
2.0 5 SET AMPERAGE 

2.0 6 SET INERT GAS 

2.07 POSITION FILLER ROD 

2.08 WELD 



3.00 EXTENT 




TO 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESUL TING OUTCOME 
I ) 3 01 SEAM OR JOINT IS WELDE D WITH SMOOTHNESS AND PROPER 
PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS. 
BE COMPLETED WITHIN TWO HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



( 'i 3 02 ALL CONNECTIONS TIGHT 



1.04 BLUEPRINT OF CORNER JOINT 

1.05 BLUEPRINT OF EDGE JOINT 

1.06 TIG WELDING EQUIPMENT 

1.07 WELDING HAND TOOLS (TABLE T-3B) 

1.08 TABLE OF CURRENT SETTINGS 

1.0 9 TABLE FOR SELECTING THE ELECTRODES 

1.10 1/8" MAGNESIUM 

1.11 3/16" MAGNESIUM 

1.12 1/4" ALUMINUM 

1.13 STAINLESS STEEL (UP TO .050") 

1.14 STAINLESS STEEL (.050" AND UP) 

1.15 BRASS ALLOYS 

1.16 LOW CARBON STEEL (.015' TO .030") 

1.17 CAST IRON 



2.00 PERFORMANCE 



GENERAL STA TEMENT OF PERFORMANCE AND RESULTING OUTCOME 
7—5 2701 WELD A SEAM OR JOINT AS SPECIFIED IN BLUEPRINT EM- 
PLOYING THE FOLLOWING OPERATIONS: 



2.02 CHECK ALL ELECTRICAL CIRCUIT CONNECTIONS 

2.0 3 CUT ELECTRODE 

2.04 ADJUST THE ELECTRODE 

2.05 SET AMPERAGE 

2.06 SET INERT GAS 

2.07 POSITION FILLER ROD 

2.08 WELD 



3.00 EXTENT 



GENERAL STATEM ENT OF EXTENT AND EXTENT OF RES ULTING OUTCOME 

7—5 3701 SEAM OR JOINT IS WELDED WITH SMOOTHNESS AND PROPER 

PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS. TO 
BE COMPLETED WITHIN TWO HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 

3.02 ALL CONNECTIONS TIGHT 

3.03 PROPER DIAMETER SELECTED AND CUT TO APPROPRIATE LENGTH 

3.04 ELECTRODE EXTENDS 1/8" TO 3/16" BEYOND END OF GAS CUP 

3.05 CORRECT AMPERAGE 

3.06 CORRECT FLOW 

3.07 AT PROPER ANGLE 

3.08 SEAM OR JOINT SMOOTH WITH METAL EVENLY DISTRIBUTED 
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T-36 



MISOE NO. 



PROGRAM METALWORKING DIVISION 02 WELDING & CUTTING 

USOE CODE NO(S) UNIT 02 TIG ~~ 

TERMOB NO. 17-014 ~ 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM MRTALWORKING 



DIVISION 02 
UNIT 02 

.termob'n6. 



^RT.nTwr, & rfTTTTNfl 
.. TTfi 



1.00 condition 



1.01 
1.02 
1.03 
1.04 
1.05 
1.06 



WOI^ CAST IRON PIECE 

TIG WELDING EQUIPMENT 

WELDING HAND TOOLS (TABLE T-3B) 

TABLE OF CURRENT SETTINGS 

NICKEL WELDING RODS 

BENCH GRINDER 



2.00 PERFORMANCE 



GENERAL STATEMEN T OF PERFORMANCE AND RESULTIN G OUTCOME 

•J—) 2~0l HA RD RESURFACE CAST IRON PIECE TO GREAT RESISTANCE TO 

ABRASION EMPLOYING THE FOLLOWING OPERATIONS: 



2.02 CHECK ALL ELECTRICAL CONNECTIONS 

2.03 CUT ELECTRODE 

2.04 ADJUST ELECTRODE 

2.05 SET AMPERAGE 

2.06 SET INERT GAS 

2.07 POSITION FILLER ROD 

2.08 BUILD UP WORN AREA 



3.00 EXTENT 



GENERAL STATEME NT OF EXTENT AND EXTENT OF RESU LTING OUTCOME . 

Tl 3 ""01 CAST IRON PIECE IS HARD RESURt^ACED TO APPROVAL OF 

BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN TWO 
HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY 



3.02 ALL CONNECTIONS TIGHT AND CLEAN 

3.03 TO PROPER LENGTH 

3.04 ELECTRODE EXTENDS 

3.05 CORRECT AMPERAGE 

3.06 CORRECT FLOW 

3.07 AT PROPER ANGLE 

3.08 METAL IS EVENLY DISTRIBUTED 



1/8" TO 3/16" BEYOND END OF GAS CUP 



5 " 
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MISOE NO. 



PROGRAM ME-yAT.WDRKTNrr; DIVISION 02 WELDING & CUTTING 

USOE CODE NO(S) UNIT 02 TIG 

TERMOB NO. 17-015 ~ 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM METALWORKING 



DIVISION 02 



WELDING & rtTTTING 



UNIT 



02 



TIG 



TERMOB NO. 



17-016 



1.00 



CONDITION 



1.01 WORN CAST IRON PIECE 

1.0 2 TIG WELDING EQUIPMENT 

1.03 WELDING HAND TOOLS (TABLE T-3B) 

1.04 TABLE OF CURRENT SETTINGS 

1.05 STAINLESS STEEL WELDING RODS 

1.06 BENCH GRINDER 



(!:ORROSION EMPLOYING THE FOLLOWING OPERATIONS: 



2.02 CHECK ALL ELECTRICAL CONNECTIONS 
2.0 3 CUT ELECTRODE 



GENERAL STATEME N'i' OF EXTENT AND EXTENT OF RES ULTING OUTCOME 
Tl JTOl CAST IRON PIECE IS HARD RESURFACED TO APPROVAL OF 



BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN TWO 
HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY 



3.02 ALL CONNECTIONS TIGHT AND CLEAN 

3.0 3 TO PROPER LENGTH 

3.04 ELECTRODE EXTENDS 1/8" TO 3/16" BEYOND END OF GAS 

3.05 CORRECT AMPERAGE 

3.06 CORRECT FLOW 

3.07 AT PROPER ANGLE 

3.08 METAL IS EVENLY DISTRIBUTED 



2.00 



PERFORMANCE 




2.04 
2.05 
2.06 
2.07 
2.08 



ADJUST ELECTRODE 
SET AMPERAGE 
SET INERT GAS 
POSITION FILLER ROD 
BUILD UP WORN AREA 



3.00 EXTENT 
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PROGRAM METALWORKING 
USOE CODE NO{S) 



MISOE NO, 



DIVISION 02 WELDING L CUTTING 
UNIT 



02 TIG 



TERMOB NO. 17-016 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM METALWORKING ' DIVISION 02 WELDING & CUTTING 



UNIT 03 MIG 



TERMOB NO. 17-017 



1.00 CONDITION 



1.01 
1.02 
1.03 
1.04 
1.05 
1.06 



1.07 
1.08 
1.09 
1.10 
1.11 
1.12 
1.13 



BLUEPRINT OF BUTT JOINT 
BLUEPRINT OF LAP JOINT 
BLUEPRINT OF TEE JOINT 
BLUEPRINT OF CORNER JOINT 
BLUEPRINT OF EDGE JOINT 
MIG WELDING EQUIPMENT: 

CONSTANT VOLTAGE (POTENTIAL) POWER SUPPLY 
D. C. GENERATOR POWER SUPPLY 
D. C. R. P. I>0WER SUPPLY 



WIRE FEEDING MECHANISM 
WELDING GUN 

ELECTRODE WIRE ' 
SHIELDED GAS: 

ARGON 

HELIUM 

OXYGEN 

CARBON DIOXIDE 
TABLES OF FILLER WIRE AND FEED 
TABLES OF CURRENT SETTINGS 
TABLE OF GAS AND FLOWS 
1/16" STAINLESS STEEL 
1/4" CARBON STEEL 
1/2" ALUMINUM 

WELDING HAND TOOLS (TABLE T-3B) 



2.00 PERFORMANCE 



GENERAL ST ATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

WELD JOINT OR SEAM AS SPECIFIED IN BLUEPRINT EMPLOYING 



( ) 2.01 



THE FOLLOWING OPERATIONS: 



2.02 CHECK ALL HOSE AND CABLE CONNECTIONS 

2.03 SELECT NOZZLE 

2.04 THREAD WIRE THROUGH GUN 

2.05 CLEAN OR INSPECT APERTURES OF CONTACT TUBE AND NOZZLE 

2.06 POSITION WORK 

2.07 SET WIRE SPEED AND FEED 

2.08 SELECT SHIELDED GAS / 

2.09 TUm ON SHIELDED Gl^S AND WATER COOLANT 

2.10 WELD 
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PROGRAM METALWORKING 
USOE CODE NO(S) 



1,00 CONDITION 



2.00 PERFORMANCE 



MISOE NO. 



DIVISION 02 WELDING & CUTTING 
UNIT 03 MIG ~ 



TERMOB NO. 17-017 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
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J 



MISOE NO. 



PROGRAM METALWORKING 



DIVISION 02 WELDING & CUTTING 
UNIT 03 ~MTG 



TERMOB NO. 17-017 (CONT'D) 



3.00 EXTENT 



GENERAL STATEMENT .OF EXTENT AND EXTENT OF RESULTING OUTCOME 
J~) 3.01 JOINT O^ SEAM WELDED WITH SMOOTHNESS AND PROPER PENE- 
TRATION TO APPROVAL OF ZOARD OF EXPERT RATERS. VO BE 
COMPLETED WITHIN TWO HOURS WITH EACH OPERATION JUDGED 
AS SATISFACTORY OR UNSATISFACTORY 



3.02 CONNECTIONS TIGHT AND PROPERLY INSULATED 

3.03 CORRECT NOZZLE SELECTED 

3.04 PROPERLY THREADED AND EXTENDING CORRECT DISTANCE 

3.05 APERTURES CLEAN 

3.06 PROPERLY POSITIONED IN WELDING VISE 

3.07 CORRECT SPEED AND FEED 

3.08 . CORRECT GAS 

3.09 ADJUSTED FOR CORRECT OUTPUT 

3.10 SEAM OR JOINT SMOOTH WITH METAL EVENLY DISTRIBUTED 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 02 WELDING & CUTTING 

■ "I ' ■ ■ ■ - — 

USOE CODE NO(S) UNIT 03 MIG 

^^^[^^^[^^^^^^^^IZZl TERMOB NO. 17-017 (CONT'D) 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 
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MISOE NO. 



nlVTSTON no WELDING & CUTTING 
PROGRAM METALWORKING D1V1&J.UN U2 . 



UNIT 04 OXVgEN-ACETYLENE 



TERMOB NO. 17-Uia" 



1.00 CONDITION 



1.01 BLUEPRINT OF BUTT JOINT 

1.02 BLUEPRINT OF LAP JOINT 

1.03 BLUEPRINT OF TEE JOINT 

1.04 TBiiy^RINT OF CORNER JOINT 

1.05 BLUEPRINT OF EDGE JOINT 

1.06 GAS WELDING EQUIPMENT (TABLE T-3C) 

1.07 WELDING ROD 

1.08 1/8" ROLLED STEEL STOCK 

1.09 WELDING HAND TOOLS (TABLE T-3B) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF P ERFORMANCE AND RESULTING O UTCOME ^„^„^ 
01 WELD A JOINT OR SEAM AS SPECIFIED IN BLUEPRI NT EMPLOYING 
THE FOLLOWING OPERATIONS : 



( ) 

( ) 

( ) 

( ) 



2.02 ADJUST TANK GAUGES 

2.03 ADJUST TORCH 

2.04 TACK WORK 

2.05 WELD 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTI NG OUTCOME ^ 
■7—) 3 01 JOINT OR SEAM IS WELDED WITH ,5M00THNESS AND PROPER PENE- 
TRATION TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE 
COMPLETED WITHIN ONE-HALF HOUR WITH EACH OPERATION 
JUDGED AS SATIS^-ACTORY OR UNSATISFACTORY 



( ) 3.02 CORRECTLY ADJUSTED 

( ) 3.03 FOR NEUTRAL FLAME „ „ 

1 3 04 IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO HEAT 

( ) 3^05 SEAM OR, JOINT SMOOTH WITH METAL EVENLY DISTRIBUTED 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 02 WELDING & CUTTING 



USOE CODE NO(S) UNIT 04 -OXYGEN-ACETYLENE 



TERMOB NO. 17-018 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



MISOE NO. 



PROGRAM METALWORKING 



DIVISION 02 
UNIT 04 
TERMOB NO. 



WELDING & CUTTING 



OXYGEN- ACETYLENE 



17-619 



1.00 CONDITION 



1.01 
1.02 
1.03 
1.04 
1.05 



BLUEPRINT OF STOCK TO BE CUT 

1/8" ROLLED STEEL STOCK 

1/2" ROLLED STEEL STOCK . 

GAS WELDING EQUIPMENT (TABLE T-3C) 

WELDING HAND TOOLS (TABLE T-3B) 



2.00 PERFORMANCE 



GENERAL STATE MENT OF PERFORMANCE AND RESULTING OUTCOME 

-(—5 2701 FLAME CUT STOCK AS PRESCRIBED IN BLUEPRINT EMPLOYING 

THE FOLLOWING OPERATIONS: 



( ) 2.02 ADJUST TANK GAUGE 

( ) 2.03 ADJUST TORCH 

( ) 2.04 PREHEAT METAL 

( ) 2.05 CUT ALONG LINE 



3.00 EXTENT 



GENERAL STATEM ENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

7—5 JToI STOCK IS CUT AS SPECIFIED IN BLUEPRINT TO APPROVAL OF 

BOARD OF EXPERT RATERS . TO BE COMPLETED WITHIN ONE- 
HALF HOUR WITH EACH OPERATION JUDGED AS SATISFACTORY 
OR UNSATISFACTORY 



CORRECTLY ADJUSTED 

FOR NEUTRAL FLAME 

AT CUTTING LINE STARTING POINT 

ADHERING TO LINE USING HIGH PRESSURE OXYGEN 



( ) 3.02 

( ) 3.03 

( ) 3.04 

( ). 3.05 
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ERIC 



i 



MISOE NO. 



PROGRAM MRTALWQRKTNG DIVISION 02 WELDING & CUTTING 

USOE CODE NO(S) UNIT 04 OXYGEN-ACETYLENE 

' TERMOB NO. 17-019 



1.00 ^ CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



i 

% 

3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM ^i fT rt'-W^R^ING 



DIVISION 02 WELDING f' CUTTING 

UNIT 01 oxygen-acetylen"e~ 

TERMOB NO. "1-7-020 



1.00 CONDITION 



1.01 WORN CAST IRON PIECE 

1.02 GAS WELDING EQUIPMENT (TABLE T-3C) 

1.03 BENCH GRINDER 

1.04 NICKEL WELDING RODS 

1.05 WELDING HAND TOOLS (TABLE T-3B) 



2.00 PERFORMANCE 



GENERAL STATEMEN T OF PERFORMANCE AND RESULTIN G OUTCOME 

-(— ) 2""oI HARD RksU RFACE CAST IRON PIECE TO CREATE RES I STANCE 

TO ABRASION EMPLOYING THE FOLLOWING OPERATIONS: 



( ) 2.02 ADJUST TANK GAUGES 

( ) 2.03 ADJUST TORCH 

( ) 2.04 SELECT WELDING ROD 

( ) 2.05 BUILD UP WORN AREA 



3.00 EXTENT 




GENERAL STATEMENT O F EXTENT AND EXTENT OF RESULT ING OUTCOME 

3.61 CAST IRON PIECE IS HARD RESURFACED TO APPROVAL OF 

BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN TWO 
HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY 



( ) 
( ) 
( ) 
( ) 



3.02 CORRECTLY ADJUSTED 

3.03 FOR NEUTRAL FLAME 

3.04 CORRECT ROD SELECTED 

3.05 METAL IS EVENLY DISTRIBUTED 
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MtSOE NO. 



PROGRAM -METALWORKING iw.^ 
USOE CODE NO (S) ^ 



DIVISION 02 
UNIT , .01 
TERMOB NO. 



WELDING & CUTTING 

OXYGEN-AC ETYLENE 

T7-Q20 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



I - 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM METALWORKING . DIVISION o2 WFJ.niNG & CUTTING 



UNIT c • 01 OXYGEN- ACETYLENE 



TERMOB NO. 17-021 



1,00 CONDITION 



1.01 WORN CAST IRON PIECE ' 

1.0,2 GAS WELDING EQUIPMENT (TABLE T-3C) 

1.03 BENCH GRINDER 

.1.04 STAINLESS STEEL WELDING RODS 

1,05 WELDING HAND TOOLS (TABLE T-3B) 



2,00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
-J-) 2701 HARD RESURFACE CAST IRON PIECE TO CREATE RESISTANCE , TO 
CORROSION EMPLOYING THE FOLLOWING OPERATIONS: 



( ) 2.02 ADJUST TANK GAUGES 

( ) 2.03 ADJUST TORCH, 

( ) 2.04 SELECT WELDING ROD 

( ) 2.05 BUILD UP WORN AREA 



3.00 " EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
7"! JTOl CAST IRON PIECE IS HARD RESURFACED TO APPROVAL OF 

BOARD OF EXPERT RATERS . TO BE COMPLETED WITHIN TWO 
HOURS WITH fiACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY 

: ^ , : J ^ ■ 



( ) 
( ) 
( ) 
( ) 



3.02 C0R1«:CTLY ADJUSTED 

3.03 FOR NEUTRAL FLAME 

3.04 CORRECT ROD SELECTED 

3.05 METAL IS EVENLY DISTRIBUTED, 




9G 



MISOE NO. 



PROGRAM METALWORKING DIVISION 02 WELDING & CUTTING 

USOE CODE NO(S) UNIT 01 OXYGEN-ACETYLENE 



TERMOB NO. 17-021 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM METALWORKING 



DIVISION 02 WELDING & CUTTING 
UNIT 04 OXYGEN- A C:eTYLEn¥"' 

TERMOB NO. 17-022 ~ 



1.00 CONDITION 



1.01 
1.02 
1.03 
1.04 
1.05 



WORN CAST IRON PIECE 

GAS WELDING EQUIPMENT (TABLE T-3C) 

BENCH GRINDER 

WELDING RODS 

WELDING HAND TOOLS (TABLE T-3B) 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
( ) 2.01 REBUILD WORN CAST IRON PIECE FOR RE -MACHINING EM- 
PLOYING THE FOLLOWING OPERATIONS: 



( ) 2.0 2 ADJUST TANK GAUGES 

( ) 2.03 ADJUST TORCH 

( ) 2.04 SELECT WELDING ROD 

( ) 2.05 BUILD UP WORN AREA 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
( ) 3.01 WORN CAST IRON PIECE IS REBUILT TO APPROVAL OF BOARD 

OF EXPERT RATERS. TO BE COMPLETED WITHIN ONE AND ONE- 
HALF HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY 
OR UNSATISFACTORY 



( ) 3.02 CORRECTLY ADJUSTED 

( ) 3.03 FOR NEUTRAL FLAME 

( ) 3.04 CORRECT ROD SELECTED 

( ) 3.05 METAL IS EVENLY DISTRIBUTED 
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MISOE NO. 



PROGRAM METALWORKING 
USOE CODE NO(S) 



DIVISION 02 WELDING & CUTTING 
UNIT 04 OXYGEN-ACETYLENE 



TERMOB no. 17-022 



1.00 condition 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISDE NO. 



PROGRAM METALWORKING 



DIVISION 02 MRT.nTMC; f- nUTTTKr. 
UNIT 04 OXYGEN- ACETYLENE 
TERMOB NO. 17-023 



1.00 CONDITION 



( ) 

( ) 

( ) 

( ) 



1.01 
1.02 
1.03 
1.04 



FRACTURED CAST IRON PIECE 

GAS WELDING EQUIPMENT (TABLE T-3C) 

WELDING RODS 

WELDING HAND TOOLS (TABLE T-3B) 



2.0 0 PERFORMANCE 



GENE RAL STATEMENT OF PERFORMANCE AND FJISULTING OUTCOM E 

270l REPAIR BROKEN CASTING BY OXY-ACETYLENE WELDING EM- 
PLOYING THE FOLLOWING OPERATIONS: 



2.02 ADJUST TANK GAUGES 

2.03 ADJUST TORCH 

2.04 SELECT WELDING ROD 

2.05 TACK WORK 
2.0 6 WELD FRACTURE 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
f") JToi BROKEN CASTING IS REPAIRED TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN ONE HOUR WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.02 CORRECTLY ADJUSTED 

3.0 3 FOR NEUTRAL FLAME 

3.04 CORRECT ROD SELECTED 

3.05 IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO HEAT 

3.06 SEAM IS SMOOTH WITH METAL EVENLY DISTRIBUTED 



ERIC 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 02 WELDING & CUTTING 

LISOE CODE NO(S) UNIT 04 OXYGEN-ACETYLENE~ 

~~~~~ZIZZZ. TERMOB NO. 17-023 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM METALWORKING 



DIVISION 02 WELDING & PUTTING 

. I - 

UNIT 05 BRAZING 

TERMOB NO. 17-024 



1.00 CONDITION 



1.01 
1.02 
1.03 
1.04 
1.05 
1.06 



BLUEPRINT OF SEAM TO BE BRAZED 
LOW CARBON STEEL 

GAS WELDING EQUIPMENT (TABLE T-3C) 
BRAZING RODS 

TABLE OF BRAZING RODS AND METALS 
WELDING HAND TOOLS (TABLE 1-3B) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTI NG OUTCOME 

—y 2701 BRAZE SEAM AS SPECIFIED IN BLUEPRINT EMPLOYING THE 

FOLLOWING OPERATIONS: 



2.02 ADJUST TANK GAUGES 

2.03 ADJUST TORCH 

2.04 SELECT BRAZING ROD 

2.05 APPLY FLUX 

2.06 BRAZE 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTIN G OUTCOl'lE 
fr 3 01 SEAM IS BRACED WITH NO IMPERFECTIONS AND PKUPEK P ENETRA- 
TION TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE 
COMPLETED WITHIN ONE HOUR WITH EACH OPERATION JUDGED 
AS SATISFACTORY OR UNSATISFACTORY 



3.02 
3.03 
3.04 
3.05 
3.06 



CORRECTLY ADJUSTED 

FOR NEUTRAL FLAME 

CORRECT ROD SELECTED 

CORRECTLY APPLIED 

ROD PREHEATED, BRAZE IS SMOOTH 
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PROGRAM METALWORKING 
USOE CODE NO(S) 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



y^3,00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



DIVISION 02 WELDING & CUTTING 
UNIT 05 BRAZING 

TERMOB NO. 17-024 



MISOE NO. 



PROGR^ MKTAI.WORKING . DIVISION 02 _ WET, 01^0 N (^UTTrNG 



UNIT 05 BRAZING 



TERMOB NO. 17-025 



1.00 CONDITION 

( ) 1.01 FRACTURED CAST IRON PIECE 

( ) 1.02 GAS WELDING- EQUIPMENT (TABLE T-3C) 

( ) 1.03 BENCH GRINDER 

( ) 1.04 SOLVENTS 

( ) 1.05 BRAZING RODS 

( ) 1.0 6 WELDING HAND TOOLS (TABLE T-3B) 

( ) 1.07 FLUX 



2.00 PERFORTIANCE 



GENERA L STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

-(—J 27oI REPAIR FRACTURED CASTING BY BRAZING EMPLOYING THE 

FOLLOWING OPERATIONS: 



2 


.02 


CLEAN CASTING 


2 


.03 


GRIND CASTING 


2 


.04 


SELECT BRAZING ROD 


2 


.05 


ADJUST TANK GAUGES 


2 


.06 


ADJUST TORCH 


2 


.07 


PREHEAT 


2 


.08 


APPLY FLUX 


2 


.09 


BRAZE FRACTURE 


2 


.10 


POST HEAT 



3.00 EXTENT 



GENERAL STA TEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

-J-^ JTOl FRACTURED CASTING IS BRAZED WITH NO IMPERtEUTlUNS TO 

APPROVAL OF BOARD OF EXPERT RATERS. TO BE COMPLETED 
WITHIN ONE AND ONE-HALF HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3 


.02 


FREE FROM DIRT AND GREASE 


3 


.03 


PIECE ALIGNS PROPERLY 


3 


.04 


CORRECT ROD SELECTED 


3 


.05 


CORRECTLY ADJUSTED 


3 


.06 


FOR NEUTRAL FLAME 


3 


.07 


SUFFICIENTLY FOR BRAZING 


3 


.08 


EVENLY 


3 


.09 


BRAZE IS SMOOTH 


3 


.10 


SLOV; COOLED, BRAZE DOES NOT CRACK 



MISOE NO. 



PROGRAM METALWOKKING DIVISION 02 WELDING b, CUTTING 

ft 

USOE CODE Nb(S) ~ UNIT 05 BRAZING 

TERMOB NO. 17-025 



1.00 CONDITION 



! 

2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 
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MISOE NO. 



PROGRAM METaLWORKING 



DIVISION 02 



WELDING & CUTTING. 



UNIT 



06 



RESISTANCE WELDING 



TERMOB NO. 



17-026 



1.00 CONDITION 

( ) 1.01 BLUEPRINT OF SEAM OR JOINT TO BE SPOT WELDED 

( ) 1.02 WELDING HAND TOOLS (TABLE T-3B) 

( ) 1.03 SPOT WELDING MACHINE 



2.00 PERFORMANCE 




OPERATIONS : 



-( ) 2.02 CLAMP SEAM OR JOINT IN POSITION 
( ) 2.03- SET HEAT 

(") 2.04 SPOT WELD DESIRED LOCATIONS 



3.00 EXTENT 




TO APPROVAL OF BUAKU ur i^Ai-pni x^^i.r.iw. ^w--- 
WITHIN ONE-HALF HOUR WITH EACH OPERATION JUDGED AS 
SATISFACTORY OR UNSATISFACTORY 



( ) 3.02 PROPERLY ALIGNED 

( ) 3.03 TO PROPER PENETRATION 

( ) 3.04 IN CORRECT ORDER 



lOG 



ERIC 



PROGRAM METALWORKING 
USOE CODE NO(S} ~~ 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



DIVISION 02 WELDING & CUTTING 



UNIT 06 RESISTANCE WELDING 



TERMOB NO. 17-02 6 



MISOE NO. 



PROGRAM METALWQRKING 



DIVISION 03 
UNIT 01 
TERMOB NO. 



HFAT TREATING , 



ANNEAL 



17-027 



1.00 CONDITION 



1.01 
1.02 
1.03 
1,04 
1.05 
1.06 



BLUEPRINT OF Al^GLE PLATE 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 
ANGLE PLATE (TOOL STEEL) 
HEAT TREATMENT TABLES 
FURNACE OR TORCH 
ELECTRICAL HEAT SOURCE 



2.00 PERFORMANCE 



GENERAL STATEMENT OF P ERFORMANCE AND RES ULTING OUTCOME 
—) 7.Q\ ANNEAL ANGLE PLA TE TO .THE FOLLOWING PKUCt^uuRE: 



( ) 2.02 HEAT ANGLE PLATE 

(. ) 2.03 LEAVE ANGLE PLATE TO COOL 



3.00 EXTENT 



GENERAL .qTATFJ^ ENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
() 3 01 COLD ROLLED STEEL ANGLE PL ATE BROUGHT BACK TO ITS 

* " ORIGINAL STATE TO APPROVAL OF BOARD OF EXPERT RATERS. 
TO BE COMPLETED WITHIN THREE HOURS WITH EACH STEP OF 
THE PROCEDURE JUDGED AS SATISFACTORY OR UNSATISFACTORY 



( ) 
( ) 



*3 02' SLIGHTLY ABOVE CRITICAL RANGE, HEATED UNIFORMLY 
3:03 ANGLB- PLATE COOLED SLOWLY TO ROOM TEMPERATURE IN TURNED 
OFF FURNACE 
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MISOE NO. 



PROGRAM METALWORKING 
USOE CODE NOgS) T 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3i,00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



DIVISION 03 HEAT TREATING 



UNIT 01 ANNEAL 

TERMOB NO. 17-027 



ERIC 
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MISOE NO. 



PROGRiAM METALWORKING 



DIVISION 03 HFlfi'^ TRT^an^TMr; 

UNIT 01 ANNRAT. _ 

TERMOB NO. I7~n2ft 



1.00 CONDITION 



( ) 
( ) 
( ) 
( ) 



1.01 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

1.02 HEAT TREATMENT TABLES 

1.03 FURNACE 

1.04 WELDED PIECE, ABOUT 5 POUNDS 



2.00 PERFORMANCE 



GENERAL STATEMENT O F PERFORMANCE AND RESULTING OUTCOME 
7—5 ^Tol NORMALIZE WELDED PIECE EMPLOYING THE FOLLUWiNG OPERA- 
TIONS : : 



( ) 2.02 HEAT PIECE 

( ) 2.03 SET PIECE OUT TO COOL 



3.00 EXTENT 



ERIC 



GENERAL STATE MENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

( ) 3 01 WELDED PIECE IS NORMALIZED TO APPROVAL OF 30ARD OF 

* EXPERT RATERS. TO BE COMPLETED WITHIN ONE HOUR WITH 

EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



( ) 
( ) 



3.02 TO lOOOF ABOVE UPPER CRITICAL TEMPERATURE 

3! 03 PIECE LEFT TO COOL TO ROOM TEMPERATURE IN AIR 



llO 



MISOE NO. 



pp:)sram metalworking 



USOE CODE NO(S) 



1.00 CONDITION 



2.00 PERFORMANCE 



DIVISION 03 
UNIT 01 
tJrMOB NO. 



HEAT TREATING 



ANNEAL 



17-026 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM METALWORKING 



DIVISION 03 HPa'-p TV vt^'VTKin 
UNIT 02 DEEP HARDENING 

TERMOB NO. 17-029 



1.00 CONDITION 



1.01 
1.02 
1.03 
1.04 
1.05 
1.06 



BLUEPRINT OF CENTER PUNCH 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

CENTER PUNCH 

FURNACE 

QUENCHING MEDIUM 
HEAT TREATMENT TABLES 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
~) 2TOI HARDEN CENTER PUNCH BY THE FOLLOWING PROCEDURE; 



( ) 2.02 HEAT CENTER PUNCH IN FURNACE 
( ) 2.03 QUENCH HEATED CENTER PUNCH 



3,00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF R ESULTING OUTCOME 
{ ) 3.01 CENTER PUNCH IS HARDENED TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN TWO HOURS WITH EACH 
STEP OF THE PROCEDURE JUDGED AS SATISFACTORY OR UN- 
SATISFACTORY 



( )— 3.-6^2 TO CRITICAL TEMPERATURE 

( ) 3.03 QUENCHED IN MEDIUM AS SPECIFIED IN HEAT TREATMENT TABLES 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 03 HEAT TREATING 

USOE CODE NO{S) — UNIT 02 DEEP HAKUhlNiNU 



TERMOB NO. 17-029 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 
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MISOE NO. 



PROGRAM 



ME' 



iTALWORKING 



DIVISION 03 



HKAT TREATING 



UNIT 



03 



CASE HARDENING 



TERMOB NO. 



17-030 



1.00 CONDITION 



1.01 TABLE OF SPECIFICATIONS FOR CARBURIZING 

1.02 FURNACE 

1.03 QUENCHING MEDIUM 

1.04 LOW CARBON STEEL 

1.05 CARBURIZING MATERIAL 

1.06 SEALED BOX 

1.07 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GENE RAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
-(—) 270l CASE HARDEN LOW CARBON TOOL BIT BY THE CARBURIZING 
METHOD TO THE FOLLOWING PROCEDURE: 



2.02 PACK TOOL BIT IN BOX 

2.03 SURROUND THE TOOL BIT WITH CARBURIZING MATERIAL 

2.04 SEAL OFF BOX WITH FIRE CLAY 

2.05 HEAT IN FURNACE 

2.0 6 SHUT OFF FURNACE AND ALLOW TO COOL 

2.07 REMOVE PIECES FROM BOX AND REHEAT 

2 . 08 QUENCH 

2.09 REHEAT AND QUENCH 



GEUERAL S TATEI4ENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

J—) JToI TOOL BIT HARDENED TO SPECIFICATIONS AND APPROVAL OF 

BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN SEVEN 
HOURS WITH EACH STEP OF THE PROCEDURE JUDGED AS 
SATISFACTORY OR UNSATISFACTORY 



3.02 TIGHTLY 

3.03 CARBURIZING MATERIAL ENTIRELY SURROUNDS TOOL BIT 

3.04 AIR TIGHT 

3.05 TO +50 FOR SIX HOURS 

3.06 FURNACE TURNED OFF AND WORK PIECES ALLOWED TO COOL 

3.07 WORK PIECES REHEATED TO 1650°F +5° 

3.08 QUENCHED 

3.09 REHEATED TO 14 50OF +5° AND QUENCHED 



3.00 



EXTENT 



ERIC 
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MISOE NO. 



PROGRAM MRTAf.WQRKlNG DIVISION 03 HEAT TREATING 



USOE CODE NO(S) UNIT 03 ^ASE HARDENING 



TERMOB NO. 17-030 



1.00 CONDITION 



t 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



1 I f)' 



ERLC 



MISOE NO. 



PROGRAM MKTALWORKING 



DIVISION 03 
UNIT 04 
TERMOB NO. 



HEAT TREATING 



TEMPER! N(i 



1 7 -031 ' 



1.00 CONDITION 

1.01 
1.02 
1.03 
1.04 
1.05 



BLUEPRINT OF HARDENED CENTER PUNCH 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

HEAT TREATMENT TABLES 

FURNACE 

QUENCHING MEDIUM 



1.06 COLOR CHARTS 



2.00 PERFORMANCE 



GENE RAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

5 270l TEMPER HARDENED CENTER PUNCH TO THE FOLLOWING PROCEDURE: 



( ) 2.02 HEAT CENTER PUNCH 
( ) 2.03 QUENCH CENTER PUNCH 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
JTOT CENTER PUNCH DOES NOT SHATTER UNDER USE AND POINT 

RETAINING ITS SHARPNESS MEETING APPROVAL OF BOARD OF 
EXPERT RATERS. TO BE COMPLETED WITHIN THIRTY-FIVE 
MINUTES WITH EACH STEP OF THE PROCEDURE JUDGED AS 
SATISFACTORY OR UNSATISFACTORY 



( ) 
( ) 





3.02 
3.03 



HEATED TO CORRECT TEMPERATURE BELOW CRITICAL RANGE 

IN CORRECT QUENCH MEDIUM AS SPECIFIED IN HEAT TREATMENT 

TABLES 
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MiSbE NO. 



DIVISION 03 HEAT TREATING 



UNIT 04 TEMPERING^ 



TERMOB NO. 17-031 



It 

2,00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



PROGRAM METALWORKING 
USOE CODE NO(S) 



4 



1.00 CONDITION 
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MISOE NO, 



PROGRAM ^..TALWORKING ^ DIVISION 03 ,. WJ ^ T TRFATINH . 



UNIT 05 HARDNESS TESTING 



TERMOB NO. 17-032 



1.00 CONDITION 
( ) 



1.01 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

( ') l!02 HARDNESS TABLES 

f ^ 1 03 ROCKWELL HARDNESS TESTER 

{ ) i:04 HEAT TREATED PIECE OF STEEL WITH KNOWN HARDNESS 



2.00 PERFORMANCE 



rFNFRAL STATEMENT OF FRRFORM ANCE AND RE SULTING OUTCOME 
f f ^^„f ^^ g^gg^^PENETRATlON TEST ON HEA T TREATED PIECE OF 
STEEL TO THE FOLLOWING PROCEDURE; 



( 


) 


2.02 


( 


) 


2. 03 


( 


) 


2.04 


( 


) 


2.05 


( 


) 


2.06 



PLACE HEAT TREATED PIECE OF STEEL IN ROCKWELL HARDNESS 
TESTER 

APPLY MINOR LOAD AND SET ZERO POINT 

APPLY MAJOR LOAD 

RELEASE MAJOR LOAD 

READ HARDNESS ON ROCKWELL SCALE 



3.00" EXTENT 



rPMFRAT qTATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
f f Tof SfSsS OF HEAT TREATED PIECE OF STEEL IS CALCUL ATED 
' TO WITHIN TWO POINTS ON THE ROCKWELL SCALE. TO BE 
COMPLETED WITHIN FIFTEEN MINUTES WITH EACH STEP OF 
SSe PROCEDURE JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



3.02 PIECE OF STEEL FIRMLY PLACED IN TESTER 

3! 03 ZERO POINT SET AT MINOR LOAD 

3! 04 MAJOR LOAD APPLIED 

3.05 MAJOR LOAD RELEASED WHEN DIAL STOPS 

3 06 TO WITHIN ONE POINT ON ROCKWELL SCALE 
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MISOE NO. 



PROGRAM METALWORKING 
USOE CODE NO(S) 



1.00 CONDITION 



2.00 PERB'ORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



119 

ERLC 



DIVISION 03 HEAT TREATING 

UNIT 05 Hardness testing 

TERMOB NO. 17-032 



MISOE NO. 



PROGRAM METALWQRKING 



DIVISION 04 



UNIT 



01 



INDUSTRIAL EQUIPMENT 



TERMOB NO. 



17-033 



1.00 CONDITION 



1.01 DIMENSIONED ISOMETRIC DRAWING OF BOX WITH SLIDING TOP 

1.02 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

1.03 .PAN BRAKE 

1.04 BENCH STAKES 

1.05 POWER SHEARS 

1.06 26-GAUGE GALVANIZED IRON 

1.07 GAS WELDING EQUIPMENT (TABLE T-3C) 

1.08 WELDING HAND TOOLS (TABLE T-3B) 

1.09 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 



DRAWING EMPLOYING THE FOLLOWING OPERATIONS : 



2.02 COMPUTE CUTTING SIZE 

2.03 LAY OUT FOR BENDS AND NOTCHES 

2.04 CUT OUT AND NOTCH 

2.05 SPOT WELD LAPS 

2.06 ASSEMBLE 



GENERAL STATEMEN T OF EXTENT AND EXTENT OF RES ULTING OUTCOME 

-7—) 3~01 BOX WITH SLIDING TOP IS FABRICATED WITHIN DRAWING 

TOLERANCES TO APPROVAL OF BOARD OF EXPERT RATERS. TO 
BE COMPLETED WITHIN THREE HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO £1/32 

3.04 TO +1/32 

3.05 WITHOUT BUCKLING MATERIAL 

3.06 SLIDING TOP OPERATES PROPERLY 



2.00 PERFORMANCE 




3.00 



EXTENT 
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MISOE NO. 



PROGRAM METALWORKING 



USOE CODE NO(S) 



DIVISION 04 SHEETMETAL FABRICATION 
UNIT ■ 01 INDUSTRIAL EQUIPMEN'T ' 
TERMOB NO. 17-033 



1.00 CONDITION 



2.00 PERFORMANCE 



1 

GENERA.L STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

J 



ERIC 
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i 



MISOE NO. 



PROGRAM METALWORKING 



DIVISION 04 SH y.F.TMETj\ Ti f ARRTr'ATION 

UNIT 01 TNnnsTRi; \Ti f-nnTPMENT 
TERMOB NO. 17-034 . 



l.&O CONDITION 



1.01 
1.02 
1.03 
1.04 
1.05 
1.06 
1.07 
1.08 
1.09 
1.10 



DIMENSIONED ISOMETRIC DRAWING OF TOOL TRAY 
BASIC METALWORKER'S hAND TOOLS (TABLE T-3) 

20- gauge galvanized iron 
power shear 
cornice brake 
bAr folder 

NOTCHER ' 

ROLL FORMING MACHINE 
PAN BRAKE 

SOLDERING EQUIPMENT (TABLE T-3D) 



2.00 PERFORMANCE 



GENERAL STATEMENT O F PERFORMANCE AND RESULTING OUTCOME 

■J—) 2.01 FABRICATE A T OOL TRAY AS SPECIFIED IN DRAWING EMPLOYING 

THE FOLLOWING OPERATIONS : 



2.02 
2.03 
2.04 
2.05 
2.06 



COMPUTE CUTTING SIZE 

LAY OUT FOR "BENDS AND NOTCHES 

CUT OUT AND NOTCH 

SPOT WELD LAPS 

ASSEMBLE 



3.00 EXTENT 



GENERAL S TATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

3 01 TOOL TRAY IS FABRICATED TO WITHIN DRAWING TOLJKKANCES 

WITH APPROVAL OF BOARD OF EXPERT RATERS. TO BE COM- 
PLETED WITHIN THREE AND ONE-HALF HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 TO +1/32 

3.05 WITHOUT BUCKLING MATERIAL 

3.06 HANDLE ALIGNED, SOLDERED SEAMS SMOOTH 



id 

ERIC 
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miii 



PROGRAM METALWQRKING 
USOE CODE NO{S) 



1.00 CONDITION 



2.00 PERFORMANCE 



HISOE NO.* 



DIVISION 04 SKEETMETAL FABRICATION 
UNIT 01 INDUSTRIAL EQUIPMENT 



TERMOR NO. 17-034 



GENERAL STATEMENT OF PERt'ORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



MISOE NO. 



124 



PROGRAM i4ETALW0RKING 



DIVISION 04 SHEETMBTAL FABRICATI ON 
UNIT 01 INDUSTRIAL EQUIPMENT 

TERMOB NO. 17-035 



1,00 CONDITION 
( ) J.. 01 



1.02 
1.03 
1.04 
1.U5 
1.06 
1.07 
1,08 
1.09 



DIMENSIONED ISOMETRIC DRAWING OF TOOL BOX WITH HINGED 
COVER, HASP, AMD HANDLES 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

18 -GAUGE GALVANIZED IRON 

POWER SHEAR 

CORNICE BRAKE 

BAR FOLDER 

PAN BRAKE 

GAS WELDING EQUIPMENT (TABLE T-3C) 
SPOT WELDING MACHINE 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
( ) 2.01 FABRICATE A TOOL BOX AS SPECIFIED IN DRAWING EMPLOYING 
THE FOLLOWING OPERATIONS: 



2.a2 COMPUTE CUTTING SIZE 

2.03 LAY OUT FOR BENDS AND NOTCHES 

2.04 CUT OUT AND NOTCH 

2.05 BEND 

2.06 GAS WELD CORI^ERS OF BOX AND COVER 

2.07 SPOT WELD HINGES TO COVER AND BOX 

2.08 SPOT WELD HASP AND HANDLES 

2.09 FINISH 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
( ) 3.01 TOOL BOX IS FABRICATED TO WITHIN DRAWING TOLERANCES AND 
ALL MOVING PARTS ARE OPERATING PROPERLY TO APPROVAL OF 
BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN THREE 
HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY 



TO +1/32 
TO +1/32 
TO +1/32 
TO +1/32 

WELD SMOOTH WITH PROPER PENETRATION 
PROPERLY ALIGNED AND WITHOUT BUCKLING MATERIAL 
PROPERLY ALIGNED AND WITHOUT BUCKLING MATERIAL 
ALL WELDS AND SHARP EDGES SMOOTH 




3.02 
3.03 
3.04 
3.05 
3.06 
3.07 
3.08 
3.09 



1 ni 


nTMPMOT rtMT**n T^OMFTPTP nRAWTrIG OP TOOL 


BOX WITH HINGED 










RAQTP MFTALWORKFR ' S HANH TOOLiS (TABLE 


T-^3) 




1 R— fiATlfiE GATiVANTZFn IRON 




1 04 


POWFP <?HF2XP 

It V-/ ff lit In, O XIXIj/A. xv 




1 0^ 


rOPNTPE RPAKF 




1 Ofi 
X • u V 


PAP FOLnFR 




1 07 

X • U / 


PZIM PPAK^F 




1 Oft 
X • uo 


riAQ WFT.nTNt^ FOriTPMENT (TABLE T^2C) 




1 OQ 
X • u ? 


QPOT WFLHTMn M APHTMF 





2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
( ) 2.01 FABRICATE A TOOL BOX AS SPECIFIED IN DRAWING EMPLOYING 
THE FOLLOWING OPERATIONS: 



( ) 
( ) 



2.02 COMPUTE CUTTING SIZE 

2.03 LAY OUT FOR BENDS AND NOTCHES 

2.04 CUT OUT AND NOTCH 

2.05 BEND 

2.06 GAS WELD CORNERS OF BOX AND COVER 

2.07 SPOT WELD HINGES TO COVER AND BOX 

2.08 SPOT WELD HASP AND HANDLES 

2.09 FINISH 



.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

JTOI TOOL BOX IS FABRICATED TO WITHIN DRAWING TOLERANCES AND 
ALL MOVING PARTS ARE OPERATING PROPERLY TO APPROVAL OF 
BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN THREE 
HOURS WITH EACH OPERATION JUDGED AS SATISFArTORY OR 
UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 TO +1/32 

3.05 TO +1/32 

3.06 WELD SMOOTH WITH PROPER PENETRATION 

3.07 PROPERLY ALIGNED AND WITHOUT BUCKLING MATERIAL 

3.08 PROPERLY ALIGNED AND WITHOUT BUCKLING MATERIAL 

3.09 ALL WELDS AND SHARP EDGES SMOOTH 



i2r» 



ERIC 



T-80 



7/74 



MISOE NO. 



PROGRAM METALWORKING 



USOE CODE NO(S) 



1.00 CONDITION 



j. 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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DIVISION 04 SHEETMETAL FABRICATION 
UNIT 01 INDUSTRIAL EQUIPMENT 

TERMOB NO. 17-035 



ERIC 
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MISOE NO. 



PROGRAM METALWORKING 



DIVISION 04 SHFKTMETAT. FABRICATIO N 
UNIT 02 HOUSEHOLD EQUIPMENT 

TERMOB NO. 17-036 



1.00 CONDITION 
( ) 1.01 



1.02 
1.03 
1.04 
1.05 
1.06 
1.07 



DIMENSIONED ISOMETRIC DRAWING OF FUNNEL WITH WIRE 
EDGE SEAH AND GROOVE 
THICK EDGE MACHINE 
MANUAL FORMING ROLLS 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 
BENCH STAKES 

SOLDERING EQUIPMENT (TABLE T-3D) 
STOCK 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

2TOI FABRICATE A FUNNEL AS SPECIFIED IN DRAWING EMPLOYING 

THE FOLLOWING OPERATIONS: 



2.02 COMPUTE CUTTING SIZE 

2.03 CUT OUT AND NOTCH 

2.04 TURN AND FORM HEM AND EDGE 

2.05 ROLL AND FORM FUNNEL AND SPOUT 

2.06 HOOK EDGES AND FINISH GROOVE SEAM 

2.07 TURN EDGE FOR WIRING 
2.0 8 WIRE EDGE 

2.09 SOLDER SPOUT LAP 

2.10 TACK SOLDER SPOUT ' 

2.11 SOLDF.R GROOVE SEAM 

2.12 FINISH 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

•J— 5 JTin FUNNEL IS FABRICATED TO WITHIN DRAWING TOLERANCES TO 

APPROVAL OF BOARD OF EXPERT RATERS. TO BE COMPLETED 
WITHIN THREE HOURS WITH EACH OPERATION JUDGED AS 
SATISFACTORY OR UNSATISFACTORY 




3.02 TO +1/32 

3.03 TO +1/3 2 

3.04 SMOOTH AND TIGHT 

3.05 EDGES STRAIGHT WITH NO BOX 
3.0 6 TO +1/32 

3.07 SMOOTH 



) \ 1.03 MANUAL FORMING ROLLS 

) \1.04 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

) \i.05 Bench stakes 

) .'^.06 SOLDERING EQUIPMENT (TABLE T-3D) 

) ' 1.07 STOCK 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
( ) 2.01 FABRICATE A FUNNEL AS SPECIFTED IN DRAWING EMPLOYING 
THE FOLLOWING OPERATIONS: 



2.02 COMPUTE CUTTING SlZE 
2.03 i CUT OUT AND NOTCH 

2.04 \ TURN AND FORM HEM AlifD fiDGE 

2.05 roll and form funnel and spout 

2.06 hook edges and finish groove seam 

2.07 ^turn edge for wiring 

2.08 Wire edge 

2.09 g OLDER SPOUT LAP 

2.10 'Stack solder spout 

2.11 ^OLDER GROOVE SEAM 

2.12 FINISH 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTEiNT OF RESULTING OUTCOME 
( ) 3.0l FUNNEL IS FABRICATED TO WITHIN DRAWING TOLERANCES TO 
APPROVAL OF BOARD OF EXPERT RATERS. TO BE COMPLETED 
WITHIN THREE HOURS WITH EACH OPERATION JUDGED AS 
SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 SMOOTH AND TIGHT 

3.05 EDGES STRAIGHT WITH NO BOX 
3.0C TO +1/32 

3.07 SMOOTH 

3.0 8 EDGE WIRED 

3.09 SMOOTH WITH NO EXCESS 

3.10 IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO HEAT 

3.11 SMOOTH WITH NO EXCESS 

3.12 ALL SHARP EDGES SMOOTH 



12B 



7/74 



ERIC 



T-82 



MISOE NO. 



PRpGRAM METALWORKING 
USd^. CODE NO(S) 



DIVISION 04 SHEETMETAL FABRICATION 
UNIT 02 HOUSEHOLD EQUIPMENT ~ 



TERMOB NO. 17-036 



1.00 toNDITION 



2.00 PEM-bRMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GKNERAL^ STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOJ-IE 
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ERIC 



MISOE NO. 



130 



PROGRAM METALWORKlNG 



DIVISION 04 fiHg f.TMETA Ti FAnwTrATTQN 
UNIT 02 "mnSEHOLp pif^T^TPMKNT" 

TERMOB NO. 17-037 



1.00 CONDITION 
( ) 1.01 



1.02 
i.03 
1.04 
1.05 
1.06 
1.07 
1.08 



DIMENSIONED ISOMETRIC DRAWING OF SQUARE TAPERED 

WASTEBASKET WITH SPLIT TUBING EDGING 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

CORNICE BRAKE 

POWER SHEAR 

SOLDERING EQUIPMENT 

26-GAUGE GALVANIZED IRON 

GAS WELDING EQUIPMENT (TABLE T-3C) 

WELDING HAND TOOLS (TABLE T-3B) 



2.00 PERFORMANCE 



GENERAL STATEMENT O F PERFORMANCE AND RESULTING OUTCOME 

Tl 27nl FARRTCATE A S QUARE, TAPERED WASTEBASKET WITH SPLIT 

TUBING EDGING AS SPE CIFIED IN DRAWING EMPLOYING THE 

FOLLOWING OPERATIONS: 



2.02 COMPUTE CUTTING SIZE 

2.03 LAY OUT BENDS, NOTCHES, ETC. 

2.04 CUT OUT AND NOTCH 

2.05 BEND 

2.06 TACK, SOLDER BODY TO BOTTOM 

2.07 SOLDER BODY TO BOTTOM 

2.08 TACK WELD CORNERS OF PIPE 

2.09 WELD CORNERS OF PIPE 

2.10 TACK, SOLDER SPLIT PIPE TO BODY 

2.11 SOLDER PIPE TO BODY 



3.00 EXTENT 




GENERAL STA TEMENT OF EXTENT AND EXTENT OF RESUL TING OUTCOME 

Tl JTOl WASTEBASKET FABRICATED WITHIN DRAWING TOLERANCES TO 

APPROVAL OF BOARD OF EXPERT RATERS. TO BE COMPLETED 
WITHIN SIX HOURS WITH EACH OPERATION JUDGED AS 
SATISFACTORY OR UNSATISFACTORY 



3.02 TC +1/32 

3.03 TO +1/32 

3.04 TO +1/32 
3 05 TO 4*1/32 

aloe IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO HEAT 



1.03 CORNICE BRAKE 

1.04 POWER SHEAR 

1.05 SOLDERING EQUIPMENT 

1.06 26-GAUGE G7VLVANIZED IRON 

1.07 GAS WELDING EQUIPMENT (TABLE T-3C) 

1.08 WELDING HAND TOOLS (TABLE T-3B) 



2.00 PERFORMANCE 



GENERAL STATEME NT OF PERFORMANCE AND RESULTING OUTCOME 

Yl 2T0I FABR ICATE A SQUARE, TAPERED WASTEBASKET WITH SPLIT 

TUBING" EDGING AS SPECIFIED IN DRAWING EMPLOYING THE 

FOLLOWING OPERATIONS: 



2.02 COMPUTE CUTTING SIZE 

2.03 LAY OUT BENDS, NOTCHES, ETC. 

2.04 CUT OUT AND NOTCH 

2.05 BEND 

2.06 TACK, SOLDER BODY TO BOTTOM 

2.07 SOLDER BODY TO BOTTOM 

2.08 TACK WELD CORNERS OF PIPE 

2.09 WELD CORNERS OF PIPE 

2.10 TACK, SOLDER SPLIT PIPE TO BODY 

2.11 SOT.DER PIPE TO BODY 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RE SULTING OUTCOME 

-7—) 3-~oI WASTEBASKET FABRICATED WITHIN DRAWING TOLERANCES TO 

APPROVAL OF BOARD OF EXPERT RATERS. TO BE COMPLETED 
WITHIN SIX HOURS WITH EACH OPERATION JUDGED AS 
SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 TO +1/32 

3.05 TO +1/32 

3.06 IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO HEAT 

3.07 SMOOTH WITH NO EXCESS 

3.08 IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO HEAT 
3! 09 WELD SMOOTH WITH PROPER PENETRATION 

3.10 IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO HEAT 

3 ill SMOOTH WITH NO EXCESS 
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7/74 



T-84 



MISOE NO. 



PROGRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOE CODE NO(S) UNIT 02 HOUSEHOLD EQUIPMENT 

TERMOB NO. 17-037 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



id 

ERIC 
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MtSOt NO. 



PROGRAM METALWORKING 



DIVISION 04 SHEETMETAL FABRICATI ON 
UNIT 02 HOUSEHOLD EOUIPMENT 
TERMOB NO. 17-038 



1,00 CONDITION 
( ) 1.01 



1.02 
1.03 
1.04 
1.05 
1.06 
1.07 



DIMENSIONED ISOMETRIC DRAWING OF RECTANGULAR TRASHBAG 

HOLDER FOR INSIDE A* CABINET DOOR 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

BRAKES 

POWER SHEAR 

HAND PUNCH 

2 6 -GAUGE GALVANIZED IRON 
SOLDERING EQUIPMENT (TABLE T-3D) 



2.00 PERFORMANCE 



GENE RAL S TATEMEN T OF PERFORMANCE AND RESULTING OUTCOME 

TToT 



V 



TT 



FAB RICATE A TRASHBAG HOLDER AS SPECIFIED IN DRAWING 
TO THE FOLLOWING PROCEDURE: 



2.02 COMPUTE CUTTING SIZE 

2.03 LAY OUT FOR BENDS, NOTCHES, ETC. 

2.04 CUT OUT AND NOTCH 

2.05 BEND 

2.06 TACK, SOLDER BOTTOM TO BODY 

2.07 SOLDER BOTTOM TO BODY 



3.00 EXTENT 



GENER AL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

■{—) JTOI TRASHBAG HOLDER FABRICATED WITHIN DRAWING TOLERANCES 

TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE COM- 
PLETED WITHIN FIVE HOURS WITH EACH OPERATION JUDGED 
AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 TO +1/32 

3.05 TO +1/32 

3.06 IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO HEAT 

3.07 SMOOTH WITH NO EXCESS 
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MISOE HO. 



PROGRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOE CODE NO(S) UNIT 02 HOUSEHOLD EQUIPMENT ~ 

TERMOB NO. 17-038 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTEwfi 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



134 

ERIC 



135 



MISOE NO. 



PROGRAM METALWORKING 



DIVISION 04 SHEETMETAL FABRICATI ON 

02 H005EH0L6 equipment" 



UNIT 
TERMOB NO. 



17-039 



1.00 CONDITION 
( ) 1.01 



1.02 
1.03 
1.04 
1.05 
1.06 
1.07 
^1.08 
1.09 



DIMENSIONED ISOMETRIC DRAWING OF CURVED, WALL MOUNTING, 
GARDEN HOSE BRACKET 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 
SLIP ROLLS 

THICK EDGE ROTARY MACHINE 
HAND CORNICE BRAKE 
DRILL PRESS / 
18-GAUGE GALVANlZ|ro IRON 
3/16 X 3/4 HOT ROLL FLAT BAR 
ASSORTED BOLTS & NUTS 



2.00 PERFORMANCE 



GENERAL S TATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

7—5 2TOI FABRICATE A GARDEN HOSE BRACKET AS SPECIFIED IN 

DRAWING EMPLOYING THE FOLLOWING PROCEDUHE: 



2.02 COMPUTE CUTTING SIZE 

2.03 LAY OUT FOR BENDS, BEADS, AND NOTCHES 
2.''04 CUT OUT AND NOTCH 

2.05 TURN BEADS 

2.06 BEND FLANGE 

2.07 LAYOUT FLAT BAR FOR HOLES AND BENDS 

2.08 DRILL 

2.09 BEND 

2.10 ASSEMBLE 



3.00 EXTENT 



GENERAL STAT EMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

-7—5 3-0I GARDEN HOSE BRACKET FABRICATED WITHIN DRAWING TOLER- 

ANCES TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE 
COMPLETED WITHIN THREE AND ONE-HALF HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 




,02 
,03 
,04 
,05 
,06 
,07 



TO +1/32 
TO +V32 
TO +1/32 
TO +1/32 
TO +1/32 
TO +1/32 



j 1.02 BJ^IC METALWORKER' S HAND TOOLS (TABLE T- J)i 

) 1.03 SLIP ROLLS 

) lt04. THICK EDGE ROTARY MACHINE 

) 1.05 HAND CORNICE BRAKE 

) 1.06 DRILL PRESS 

) 1.07 18-GAUGE GALVANIZED IRON 

) 1.08 3/16 X 3/4 HOT, ROLL FLAT BAR 

) 1.09 ASSORTED BOLTS & NUTS 



2.00 PERFORMANCE 



GENERAL ST ATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

"TT 2:01 FABRICATE A GARDEN HOSE BRACKET AS SPECIFIED 

DRAWING EMPLOYING THE FOLLOWING PROCEDURE: 



IN 



2.02 COMPUTE CUTTING SIZE 

2.03 LAY OUT FOR BENDS, BEADS, AND NOTCHES 

2.04 CUT OUT ANDv NOTCH 

2.05 TURN BEADS 

2.06 BEND FLANGE 

2.07 LAYOUT FLAT 

2.08 DRILL 

2.09 BEND 

2.10 ASSEMBLE 



BAR FOR HOLES AND BENDS' 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESU LTING OUTCOME 
i ) 3.01 GARDEN HOSE BRACKET FABRICATED WITHIN DRiVWlNCi TULER- 
ANCES TO APPROVAL OF BOARD OF EXPERT RATF^ . TO BE 
COMPLETED WITHIN THREE AND ONE- HALF HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 TO +1/32 

3.05 TO +1/32 

3.06 TO +1/32 

3.07 TO +1/32 

3.08 TO +1/32 

3.09 TO +1/32 ° ^ „ 

3.10 FLAT BAR PROPERLY AND FIRMLY ALIGNED TO BODY 
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7/74 



ERIC 



T-88 



MISOE NO. 



PROGRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOE CODE NO(S) UNIT 02 HOUSEHOLD EQUIPMENT 

TERMOR NO. 17-039 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM M1.TALWQKKING DIVISION 04 S HEETMETAL FABRICATI ON 

~ ' ' — UNIT 02 HOUSEHOLD EQUIPMENT 



TERMOB NO. 17-040 



1.00 CONDITION 

( ) 1.01 DIMENSIONED ISOMETRIC DRAWING OF WROUGHT IRON STEP 

STOOL WITH FLOOR TO FRAME TRIRADIATE LEGS 

( ) 1.02 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

( ) 1.03 GAS WELDING EQUIPMENT (TABLE T-3C) 

( ) 1.04 ANGLE IRON 

( ) 1.05 HOT ROLL ROD 

( ) 1.06 PERFOIIATED STEEL 

( ) 1.J7 SPOT WELDING MACHINE 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
7—5 2701 FABRIC ATE"T"v;ROUGHT IRON STEP STOOL AS SPECIFIED IN 
DRAWING EMPLOYING THE FOLLOWING OPERATIONS : 



2.02 COMPUTE CUTTING SIZE 

2.03 CUT 

2.04 WELD ANGLE IRON 

2.0 5 SPOT WELD PERFORATED STEEL TO ANGLE IRON FRAME 

2.0 6 WELD LEGS TO FRAME 

2.07 FINISH 



3.00 EXTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

"f") JToi WROUGHT IRON STEP STOOL FABRICATED WITHIN DRAWING 

TOLERANCES TO APPROVAL OF BOARD OF EXPERT RATERS. TO 
BE COMPLETED WITHIN FOUR HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 WELD SMOOTH WITH PROPER PENETRATION 

3.05 PROPERLY ALIGNED WITHOUT BUCKLING MATERIAL 

3.06 WELD SMOOTH WITH PROPER PENETRATION 

3.07 ALL WELDS AND SHARP EDGES SMOOTH 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOE CODE NO(S) UNIT 02 HOUSEHOLD EQUIPMENT 

^ TERMOB NO. 17-040 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



MISOE NO. 



PROGRAM MET A T.WORKING 



DIVISION 04 .qpFF.TMKT PiT i^apPTraTTDM 
UNIT 



02 HOUSEHOLD EQUIPMENT 
TERMOR NO. 17-041 



1.00 CONDITION 
( ) 1.01 



1.02 
1.03 
1.04 
1.05 
1.06 
1.07 



DIMENSIONED ISOMETRIC DRAWING OF WALL TYPE TAPERING 
RECTANGULAR MAIL BOX 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

SHEAR 

SLIP ROLL 

CORNICE BRAKE 

DRILL PRESS 

SPOT WELDING MACHINE 



2.00 PERFORMANCE 



GE NERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

j-^ 270l FABRICATE A MAIL BOX AS SPECIFIED IN DRAWING EMPLOYING 

THE FOLLOWING OPERATIONS: 



2.02 COMPUTE CUTTING SIZE 

2.03 LAY OUT FOR BENDS, HOLES, NOTCHES 

2.04 CUT AND NOTCH 

2.05 DRILL 

2.06 BEND 

2.07 FORM 

2.08 SPOT WELD SEAMS 

2.09 INSTALL PIVOT HINGES 

2.10 FINISH 



3.00 EXTENT 



ERIC 



GE NERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

~) JTOl MAIL BOX IS FABRICATED WITHIN DRAWING TOLEPANCES_TO 

APPROVAL OF BOARD OF EXPERT RATERS. TO BE COMPLtrED 
WITHIN THREE AND ONE-HALF HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 TO +1/32 

3.05 TO +1/32 

3.06 TO +1/32 

3.07 EDGES STRAIGHT WITH NO BOW 

3.08 WITHOUT BUCKLING MATERIAL 

3.09 ALIGNED AND OPERATING PROPERLY 

3.10 ALL SHARP EDGES SMOOTH 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOE CODE NO(S) ~ UNIT 02 HOUSEHOLD EQUIPMENT 

TERMOB NO. 17-041 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMAt^'CE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



Mi 

ERIC 



MISOE NO. 



PROGRAM METALWQRKING 



DIVISION 04 SHEETMETAL FABRICATIOK^ 
UNIT 03 PRECISION SHEETMETAl"" 
TERMOB NO. 17-042 ^ 



1.00 CONDITION 
( ) 1.01 



1.02 
1.03 
1.04 
1.05 
1.06 
1.07 



BLUEPRINT OF CHASSIS COVER WITH A SERIES OF SQUARE AND 
ROUND HOLES 

BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 
DRILL PRESS 

16-GAUGE STAINLESS STEEL 
POWER SHEAR 
PUNCH PRESS 
DIAL CALIPER 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

( ) 2.01 FABRICATE CHASSIS COVER AS SPECIFIED IN BLUEPRINT 

EMPLOYING THE FOLLOWING OPERATIONS: 



( ) 2.02 COMPUTE CUTTING SIZE 
( ) 2.03 CUT 

( ) 2.04 MACHINE ALL HOLES 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

—) 3T0T CHASSIS COVfeR IS FABRICATED WITHIN BLUEPRINT TOLERANCE:, 

TO APPROVAL OF BOARD OF EXPERT RATERS. Td BE COM- 
PLETED WITHIN FIVE HOURS WITH EACH OPERATION JUDGED 
AS SATISFACTORY OR UNSATISFACTORY 



( ) 3.02 TO +.005 
( ) 3.03 TO +.005 
( ) 3.04 TO +.005 



MISOE NO. 



PROGRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOE CODE NO(S) UNIT 03 PRECISION SHEETMETAL 

TERMOB NO. 17-042 



1.00 CX)NDITI0N 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFOR^IANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO. 



PROGRAM METALWORKING 



DIVISION 04 fipRRTMFTZ^ Ti PapPTr&TTnM 
UNIT 03 PRECISION SHEET M ETAL 

TERMOB NO. 17-043 



1.00 CONDITION 
( ) 1.01 



1.02 
1.03 
1.04 
1.05 
1.06 
1.07 



blueprint of hat section channel with a series of 
round holes and a slot 
basic metalworker's hand tools {table t-3) 
drill press 

16-gauge stainless steel 

BRAKES 
POWER SHEAR 
FORMING MACHINES 



2.0o PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
—) 2TOI FABRICATE HAT SECTION CHANNEL AS SPECIFIED IN BLUE- 
PRINT EMPLOYING THE FOLLOWING OPERATIONS: 



2.02 COMPUTE BEND ALLOWANCES 

2.0 3 COMPUTE CUTTING SIZE 

2.04 CUT 

2.05 PUNCH HOLES 
2.0 6 DRILL HOLES 
2.07 BEND 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
T~5 JTOl HAT SECTION CHANNEL IS FABRICATED WITHIN BLUEPRINT 
TOLERANCES TO APPROVAL OF BOARD OF EXPERT RATERS. 
BE COMPLETED WITHIN FIVE HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



TO 



02 
03 
04 

,05 
,06 
,07 



TO +.001 
TO +.001 
TO +.005 
TO +.001 
TO +.005 
TO +1/4° 
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MISOE NO. 



PIK)GRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOB CODE NO(S) UNIT 03 PRECISION SHEETMETAL 



TERMOB NO. 17--043 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERLC 



MISOE NO. 
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tBOGRAM METALWORKING DIVISION 04 SH F.F.TMf,Tft T. FA Bfil^CIQ N 
■ ^ UNIT 04 HFATING AN T? VFMTTI.ATION 



TERMOB NO. 17-044 



1.00 CONDITION 

( ) 1.01 PATTERN OF CURVED OFFSET DUCT HAVING RECTANGULAR 
PROFILE 

( ) 1.02 BLUEPRINT OF CURVED OFFSET DUCT HAVING RECTANGULAR 
PROFILE 

( ) 1.03 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

( ) 1.04 BRAKES 

( ) 1.05 ROLL FORMING MACHINE ' 

( ) 1.06 POWER SHEAR 

( ) 1.07 BURRING MACHINE 

( ) 1.08 BENCH STAKES 

( ) 1.09 TURNING MACHINE 

( ) 1.10 GROOVER 

( ) 1.11 22-GAUGE GALVANIZED IRON 

( ) 1.12 LOCK FORMING MACHINE 



2.00 PERFORMANCE 



GENERAL STATE MENT OF PERFORMANCE AND RESULTING OUTCOME 

7— J FABRICATE A CURVED OFFSET DUCT AS SPECIFIED IN BLUE- 

PRINT EMPLOYING THE FOLLOWING OPERATIONS : 



2.02 


COMPUTE CUTTING SIZE 


2.03 


CUT 


2.04 


BEND 


2.05 


SHAPE 


2.06 


CURVE 


2.07 


ASSEMBLE 


2.08 


FINISH 



3.00 EXTENT 




GENERAL STATEMEN T OF EXTENT AND EXTENT OF RESU LTING OUTCOME 

-7—5 3,01 CURVeD offset duct is fabricated WITHIN BLUEPRINT 

TOLERANCES TO APPROVAL OF BOARD OF EXPERT RATERS. 
BE completed WITHIN FIVE HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



TO 



( ) 3.02 TO +1/32 

( ) 3.03 TO +1/32 

( ) 3.04 TO +1/32 

( ) 3,05 EDGEs STRAIGHT WITH NO BOW 



( ) 1.02 BLUEPRINT OF CURVED OFFSET DUCT HAVING RECTANGULAR 
PROFILE 

1.03 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

1.04 BRAKES 

1.05 ROLL FORMING MACHINE 

1.06 POWER SHEAR 

1.07 BURRING MACHINE 

1.08 BENCH STAKES 

1.09 TURNING MACHINE 

1.10 GROOVER 

1.11 22-GAUGE GALVANIZED IRON 

1.12 LOCK FORMING MACHINE 



2.00 PERFORMANCE 



GENE RAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
-p5 YTUl FABRICATE A CURVED OFFSET DUCT AS SPECIFIED IN BLUE- 
PRINT EMPLOYING THE FOLLOWING OPERATIONS: 



2.02 


COMPUTE CUTTING SIZE 


2.03 


CUT 


2.04 


BEND 


2.05 


SHAPE 


2.06 


CURVE 


2.07 


ASSEMBLE 


2. OB 


FINISH 



3.00 EXTENT 



GENERAL ST ATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

J-) 3751 CURVED OFFSET DUCT IS FABRICATED WITHIN BLUEPRINT 

TOLERANCES TO APPROVAL OF BOARD OF EXPERT RATERS. TO 
BE COMPLETED WITHIN FIVE HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



TO +1/32 
TO +1/32 
TO +1/32 

EDGES STRAIGHT WITH NO BOW 
EDGES STRAIGHT WITH NO BOW 
TO +1/32 

ALL SHARP EDGES SMOOTH 
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3.02 
3.03 
3.04 
3.05 
3.06 
3.07 
3.08 



ERIC 



T-98 



7/74 



MISOE NO. 



PROGRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOE CODE NO(S) UNIT 04 HEATING AND VENTILATION 

TERMOB NO. 17-044 



1,00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



MISOE NO. 



PROGRAM 



METALWORKING 



DIVISION 04 SHEETMETi^ Ti ^^nUJrJlTTavl 



UNIT 



04 HEATING AND VENTILATION 



TERMOB NO. 



17-045 



1.00 



CONDITION 



1. 


01 


PATTERN OF DUCT WITH SQUARE TO SQUARE TAPER 


1. 


02 


BLUEPRINT OF DUCT WITH SQUARE TO SQUARE TAPER 


1. 


03 


BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 


1. 


04 


BRAKES 


1. 


05 


POWER SHEAR 


1. 


06 


BURRING MACHINE 


1. 


07 


BENCH STAKES 


1. 


08 


BAR FOLDER 


1. 


09 


TURNING MACHINE 


1. 


10 


CRIMPING MACHINE 


1. 


11 


GROOVER 


1. 


12 


ELBOW EDGING MACHINE 


1. 


13 


22-GAUGE GALVANIZED IRON 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

27oI FABRICATE A SQUARE TO SQUARE TAPERED DUCT "aS SPECIFIED 



IN BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS: 



2.02 


COMPUTE CUTTING SIZE 


2.03 


CUT 


2.04 


BEND 


2.05 


SHAPE 


2.06 


ASSEMBLE 


2.07 


FINISH 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

Y~] 3T0l SQUARE TO SQUARE TAPERED DUCT IS FABRICATED WITHIN 

BLUEPRINT TOLERANCES TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN FIVE HOURS WITH E.ACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 TO +1/32 

3.05 EDGES STRAIGHT WITH NO BOW 

3.06 TO +l/?2 

3 .U7 ALL-SHAKF EDGES SMOOTH j.49 



3.00 EXTENT 



ERIC 



MISOE NO. 



PROGRAM METALWORKING 
USOE CODE NO{S) ' 



DIVISION 04 SHEETMETAL FABRICATION 
UNIT 04 HEATING AND VENTlLAttON 



TERMOB NO. 17-045 



1,00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



SHEETMETAL FABRICATION) 



HEATING AND VENTILATION 



r7^4 6 



1.00 CONDITION 

( ) 1.01 PATTERN OF ONE-PIECE DUCT 

( ) 1.02 BLUEPRINT OF ONE-PIECE DUCT 

( ) 1.03 BASIC METALWORKER'S HAND TOOLS (TABLE T-3 ) 

{ ) 1.04 BRAKES 

( ) 1.0 5 POWER SHEAR 

( ) 1.06 BENCH STAKES 

( ) 1.07 BAR FOLDER 

( ) 1.08 GROOVER 

( ) 1.09 22-GAUGE GALVANIZED IRON 



2.00 PERFORIIANCS^ 



MISOE NO. 



PROGRAM METALWQRKING DIVISION 04 

- ' UNIT 04 

TERMOB NO. 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOM E 
"(—) JTOI FABRICATE A ONE-PIECE DUCT AS SPECIFIED IN BLUEPR^I^'^ 
EMPLOYING THE FOLLOWING OPERATIONS: 



) 


2.02 


COMPUTE CUTTING SIZE 


) 


2.03 


CUT 


) 


2.04 


BEND 


) 


2.05 ■ 


SHAPE 


) 


2.06 


ASSEMBLE 


) 


2.07 


FINISH 



3.00 EXTENT 



G ENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
~r~) 37oi ONE-PIECE DUCT IS FABRICATED WITHIN BLUEPRINT TOLER- 
ANCES TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE 
COMPLETED WITHIN FIVE HOURS WITH EACH OPERATION JUDGED 
AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/32 

3.04 TO +1/32 

3.05 EDGES STRAIGHT WITH NO BOW 

3.06 TO +1/32 

3.07 ALL SHARP EDGES SMOOTH 
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ERIC 



MISOE NO. 



PROGRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOE CODE NO(S) UNIT 04 HEATING kHP VENTlLAlTm 

' TERMOB NO. 17-046 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 04 SH EETMETAL FABRIii^ ON 

~~ ^ UNIT 04 HEATING AND VENTILATION 



TERMOB NO. 17-047 



1.00 CONDITION 

( ) 1.01 PATTERN OF TWISTED, QUARTER TURN RECTANGULAR DUCT 

( ) 1*.02 BLUEPRINT OF TWISTED, QUARTER TURN RECTANGULAR DUCT 

( ) 1*.03 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

( ) 1.04 BRAKES 

( ) 1.0 5 POWER SHEAR 

( ) 1.06 BENCH STAKES 

( ) 1.07 BAR FOLDER 

( ) 1.08 GROOVER 

( ) 1.09 22-GAUGE GALVANIZED IRON 



2.00 PERFORMANCE 



GENERAL STAT EMENT OF PERFORMANCE AND RESULTING OUTCOME 

7—) 2TOI FAB RICATE A TWISTED, QUARTER TURN RECTANGULAR DUCT AS 

SPECIFIED IN BLUEPRINT EMPLOYING THE FOLLOWING OPERA- 

TIONS: 



2.02 


COMPUTE CUTTING SIZE 


2.03 


CUT 


2.04 


BEND 


2.05 


SHAPE 


2.06 


ASSEMBLE 


2.07 


FTNISH 



3.00 EXTENT 



GENERAL STATE MENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

7—) JTol TWISTED, QUARTER TURN RECTANGULAR DUCT IS FABRICATED 

WITHIN BLUEPRINT TOLERANCES TO APPROVAL OF BOARD OF 
EXPERT RATERS. TO BE COMPLETED WITHIN FIVE HOURS WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFAC- 
TORY 



3.02 TO +1/3^ 

3.03 TO +1/32 

3.04 TO +1/32 

3.0 5 EDGES STRAIGHT WITH NO BOW 

3.06 TO +1/32 

3.07 ALL, SHARP EDGES SMOOTH 



ERIC 
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MISOE NO. 



PROGRAM METALWORKING DIVISION 04 SHEETMETAL FABRICATION 

USOE CODE NO(Sj UNIT 04 HFATING AND VENTILATION 

"^^^^Z^IZ^ZI. TERMOB NO. 17-047 



1.00 CONDITION 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



MISOE NO. 



PROGRAM : METALWORKIHG 



DIVISION 04 



UNIT 



04 



HF.aTTNG AND VENTILATION 



TERMOB NO. 



17-048 



1.00 CONDITION 



1.01 PATTERN OF RECTANGULAR, DOUBLE OFFSET DUCT 

1.02 BLUEPRINT OF RECTANGULAR, DOUBLE OFFSET DUCT 

1.03 BASIC METALWORKER'S HAND TOOLS (TABLE T-3) 

1.04 BRAKES 

1.05 ROLL FORMING MACHINE 

1.06 POWER SHEAR 

1.07 BURRING MACHINE 

1.08 BENCH STAKES 

1.09 BAR FOLDER 

1.10 GROOVER 

1.11 22-GAUGE GALVANIZED IRON 



2.00 PERFORMANCE 



GENERAL S TATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

J—) 2701 FABRICATE A RECTANGULAR, DOUBLE OFFSET DUCT AS SPECIFIED 

IN BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS: 



2.02 


COMPUTE CUTTING SIZE 


2.03 


CUT 


2.04 


BEND 


2.05 


SHAPE 


2.06 


CURVE 


2.07 


ASSEMBLE 


2.08 


FINISH 



GENERAL' S TATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

•J—) JToI RECTANGULAR, DOUBLE OFFSET DUCT IS FABRICATED WITHIN 

BLUEPRINT TOLERANCES TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN FIVE HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



3.02 TO +1/32 

3.03 TO +1/S2 

3.04 TO +1/32 

3.05 EDGES STRAIGHT WITH NO BOW 

3.06 EDGES STRAIGHT WITH NO BOW 

3.07 TO +1/32 

3.08 ALL^SH/JIP EDGES SMOOTH f ^ 



3.0 0 EXTENT 



ERIC 



MISOB NO. 



DIVISION 04 SHEETMETAL FABRICATION 
UNIT 04 HEATING AND VENTILATION ' 

TERMOB NO. 17--048 



i.OO CONDITION 



2. on PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



15G 



PRCGRAM METALWORKING 
USOE CODE NO{S) ~~ 



ERIC 



TABLE T-3 



BASIC METALWORKER'S HAND TOOLS 

SCRATCH AWLS 

DIVIDERS 

STEEL SQUARES 

TRAMMEL POINTS 

STEEL RULES 

PUNCHES 

HAND GROOVES 

RIVET SET 

CHISELS 

HAMMERS 

SNIPS 

PLIERS 

HAND SEAMER (TONGS) 
SOLDERING IRONS 
HACKSAWS 
FILES 

PORTABLE DRILL 
MEASURING TAPE 
SAFETY GLASSES 
SET OF DRILL BITS 
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TABLE T-3A 



DRAFTING TOOLS 

DRAWING BOARD 

COMPASSES 

DIVIDERS 

PENCILS 

EXTENSION BAR 

RULING PEN 

TEE SQUARE 

TRIANGLES 

RULE AND SCALES 

DRAWING INK 

TAPE 

ERASERS 

LETTERING PENS 

CURVES (REGULAR AND IRREGULAR) 
PROTRACTOR 

DRAFTING MEDIA (PAPER) 
FRENCH CURVE 
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TABLE T-3B 



WELDING HAND TOOLS 

WIRE BRUSH 

CHIPPING HAMMER 

HAMMER 

WEDGES 

CLAMPS 

PLIERS 

TONGS 

GLOVES 

SHIELD 

APRON 

SAFETY GLASSES 
BENCH GRINDER 
FLEXIBLE SHAFT GRINDER 
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TABLE T-3C 

OXYGEN-ACETYLENE GAS WELDING EQUIPMENT 

CYLINDER OF OXYGEN 
CYLINDER OF ACETYLENE 
CONNECTING HOSES 
REGULATORS 
APPARATUS WRENCH 
WELDING TIPS 
TORCH 

SPARK LIGHTER 
SAFETY GOGGLES 
TIP CLEANER 



TABLE 'r-3D 

SOLDERING EQUIPMENT 

SOLDERING IRON 

SOLDER 

FLUX 

HEAT SOURCE 
SALAMONIAC BLOCK 
SAFETY GLASSES 
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Table T-4 Additional TERMOB Performance Statements 



This form is provided for the addition of TERMOB performance 
statements to ensure more complete coverage of your program. Please 
provide a comprehensive performance statement (coded 2.01 on each 
TERMOB) for each area of deficiency that you have identified. 

The performemce statement need only be listed identified by 
the division euid unit numbers of the deficient areas; the conditions 
and extents will be incorporated later* 



1. Division^ 
Unit 



Performance Statement 



2. Division^ 
Unit 



Performance Statement 



3. Division 



Performance Statement 



Unit 



4. Division^ 
Unit 



Performsmce Statement 



5. Division 
Unit 



Performance Statement 



6. Division 



Performemce statement 



Unit 



Unit 



Division Performance Statement 

Unit 



Division Performance Statement 

Unit 



1 

Division Performance Statement 



Unit 



Division Performance Statement 



Unit 



Division Performance Statement 

Unit 



Division Performance Statement 

Unit 



1G3 
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Table T-4 (Cont'd) Additional TERMOB Performance Statementa 



This form is provided for the addition of TERMOB performance 
statements to ensure more complete coverage of your program. Please 
provide a comprehensive performance statement (coded 2,01 on each 
TERMOB) for each area of deficiency that you have identified. 

The performance statement need only be listed identified by 
the division and unit numbers of the deficient areas; the conditions 
- and extents will be incorporated later, ^ 



8. Division Performance Statement 



Unit 



9. Division Pe^formamce Statement * 

... 

Unit ] 

— — y- 



lA. Division ^ Performance Statement 

Unit _^ 



11, Division Performance Statement 

Unit 



12. Division Performance Statement^ 

Unit 



13. Division^ Performance Statement^ 

Unit ' 

ER?C 



Unit 



9. Division_ 
Unit 



10. Division 
Unit 



11, Division_ 
Unit 



12. Division_ 
Unit 



13. Division_ 
Unit 



14. Division 
Unit 



Performance Statement 



Performance Statement 



Performance Statement 



Performance Statement 



Performance Statement 



Performance Statement 
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PROGRAM: 

TERMOB NO , 
17-001 

17-002 

17-003 

17-004 

17-005 

17-006 

17-007 

17-008 

17-009 

17-010 
17-011 
17-012 

17-013 

17-014 
17-015 

17-016 

17-017 
17-018 
ERjC 17-019 



INDEX OF TERMOB STATEMENTS 
METALWORKING 



LAY OUT PATTERNS FOR ROUND TEE BY PARALLEL 
LINE DEVELOPMENT METHOD 

LAY OUT A PATTERN FOR A ROUND PIPE WITH MITER 
AT ONE END BY PARALLEL LINE DEVELOPMENT METHOD 

LAY OUT A PATTERN FOR A STRAIGHT RECTANGULAR 
DUCT BY PARALLEL LINE DEVELOPMENT METHOD 

LAY OUT A PATTERN FOR A RECTANGULAR DUCT WITH 
A DOUBLE ANGLE BY PARALLEL LINE DEVELOPMENT 
METHOD 

LAY OUT PATTERNS FOR 3-PIECE ELBOW BY 
PARALLEL LINE DEVELOPMENT METHOD 

LAY OUT A PATTERN FOR CENTERED ROUND TAPER BY 
THE RADIAL LINE DEVELOPMENT METHOD 

LAY OUT A PATTERN FOR ROUND RIGHT CONE BY 
RADIAL LINE DEVELOPMENT METHOD 

LAY OUT A PATTERN FOR A SQUARE TO ROUND FITTING 
BY THE TRIANGULATION METHOD 

LAY OUT A ROUND TAPER THAT IS OFF CENTER BY 
THE TRIANGULATION METHOD 

WELD A JOINT OR SEAM (ELECTRIC ARC) 

REBUILD WORN AREA OF CAST IRON PIECE 

HARD RESURFACE CAST IRON PIECE 
(RESIST ABRASION, ELECTRIC ARC) 

HARD RESURFACE CAST IRON PIECE 

(RESIST CORROSION, ELECTRIC ARC) 

WELD A SEAM OR JOINT (TIG) 

HARD RESURFACE CAST IRON PIECE 
(RESIST ABRASION, TIG) 

HARD RESURFACE CAST IRON PIECE 
(RESIST CORROSION, TIG) 

WELD A SEAM OR JOINT (MIG) 

WELD A JOINT OR SEAM (OXYGEN- ACETYLENE) 

FLAME CUT STOCK 

li 
l| 

ti^nn p^cnDir&rP. r^^ST TPOK PTECR 



PAGE 
T-10 
T-12 
T-14 

T-16 

T-18 

T-20 

T-22 

T-24 

T-26 
T-28 
T-30 

T-32 

T-34 
T-36 

T-38 

T-40 
T-42 
T-46 
T-48 



17-004 

17-005 

17-006 

17-007 

17-008 

17-009 

17-010 
17-011 
17-012 

17-013 

17-014 
17-015 

17-016 

17-017 
17-018 
17-019 
17-020 

17-021 

17-022 
17-023 
17-024 
17-025 



ERIC 



LAY OUT A PATTERN FOR A RECTANGULAR DUCT WITH 
A DOUBLE ANGLE BY PARALLEL LINE DEVELOPMENT 
METHOD 

LAY OUT PATTERNS FOR 3- PIECE ELBOW BY 
PARALLEL LINE DEVELOPMENT METHOD 

LAY OUT A PATTERN FOR CENTERED ROUND TAPER BY 
THE RADIAL LINE DEVELOPMENT METHOD 

LAY OUT A PATTERN FOR ROUND RIGHT CONE BY 
RADIAL LINE DEVELOPMENT METHOD 

LAY OUT A PATTERN FOR A SQUARE TO ROUND FITTING 
BY THE TRIANGULATION METHOD 

LAY OUT A ROUND TAPER THAT IS OFF CENTER BY 
THE TRIANGULATION METHOD 

WELD A JOINT OR SEAM (ELECTRIC ARC) 

REBUILD WORN AREA OF CAST IRON PIECE 

HARD RESURFACE CAST IRON PIECE 
(RESIST ABRASION, ELECTRIC ARC) 

HARD RESURFACE CAST IRON PIECE 

(RESIST CORROSION, ELECTRIC ARC) 

WELD A SEAM OR JOINT (TIG) 

HARD RESURFACE CAST IRON PIECE 
(RESIST ABRASION, TIG) 

HARD RESURFACE CAST IRON PIECE 
(RESIST CORROSION, TIG) 

WELD A SEAM OR JOINT (MIG) 

WELD A JOINT OR SEAM (OXYGEN- ACETYLENE) 

FLAME CUT STOCK 

HARD RESURFACE CAST IRON PIECE 

(RESIST ABRASION, OXYGEN- ACETYLENE) 

HARD RESURFACE CAST IRON PIECE 

(RESIST CORROSION, OXYGEN-ACETYLENE) 

REBUILD WORN CAST IRON PEICE 

REPAIR BROKEN CASTING 

BRAZE SEAM 

REPAIR FRACTURED CASTING 

1G7 
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T~16 

T-18 

T-20 

T-22 

T-24 

T-26 
T-28 
T-30 

T-32 

T-34 
T-36 

T-38 

T-40 
T-42 
T-46 
T-48 

T-50 

T-52 
T-54 
T-56 
T-58 
T-60 



PROGRAM: 



INDEX OR TERMOB STATEMENTS (CONT'D) 
METALWORKING 



TERMOB NO. PAGE 

17-026 SPOT WELD A SEAM OR JOINT T-62 

17-02 7 ANNEAL ANGLE PLATE T-64 

17-028 NORMALIZE WELDED PIECE T-66 

17-029 HARDEN CENTER PTOCH T-68 

17-030 CASE HARDEN LOW CARBON TOOL BIT BY THE 

CARBURIZING METHOD T-70 

17-031 TEMPER HARDENED CENTER PUNCH T-72 

17-032 PERFORM PENETRATION TEST ON HEAT TREATED 

PIECE OF STEEL T-74 

17-033 FABRICATE A BOX WITH A SLIDING TOP T-76 

17-034 FABRICATE A TOOL TRAY T-78 

17-035 FABRICATE A TOOL BOX T-80 

17-036 FABRICATE A FUNNEL T-82 

17-037 FABRICATE A SQUARE, TAPERED WASTEBASKED WITH 

SPLIT TUBING EDGING T-84 

17-038 FABRICATE A TRASHBAG HOLDER T-86 

17-039 FABRICATE A GARDEN HOSE BRACKET T-88 

17-040 FABRICATE A WROUGHT IRON STEP STOOL T-90 

17-041 FABRICATE a'^MAIL BOX T-92 

17-042 FABRICATE CHASSIS COVER T-94 

17-043 FABRICATE HAT SECTION CHANNEL T-96 

17-044 FABRICATE A CURVED OFFSET DUCT T-98 

17-045 FABRICATE A SQUARE TO SQUARE TAPERED DUCT T-lOO 

17-046 FABRICATE A ONE-PIECE DUCT T-102 

17-047 FABRICATE A TWISTED, QUARTER TURN RECTANGULAR 

DUCT T-104 

17-048 FABRICATE A RECTANGULAR, DOUBLE OFFSET DUCT T-106 
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